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MigkAoYeHHs f0 cMNoBOT Mepexi/cnnosoro wuta (npu 25°C):
YBAT A! BpaxoByiiTe ApOTy NpoBeeHi B CTiHaX i iHIWi NoAoBXyBayi

. Maowa
BcraHoBneHe AiameTtp
Enektpog, wo rnornepe4yHoro Makcum.
3HayeHHs nonepe4yHoro .
BMKOPUCTOBYETbCSA e T G nepepisy AOBXMWHA
y pexumi MMA MMA i TIG npu MIG/MAG MepeXeBoro kabeno, m
kabento, KB. MM
1 x 220V/230V - StandardMIG-160, StandardMIG-200, StandardMIG-250
1,0 75
: 1,5 115
. He BinbLe
2 MM He 6inbwe 80A Bo,6Mm 2,0 155
2,5 195
4,0 310
1,5 75
He Binblue 2,0 205
23 MM He Ginblie 120A B0,8mm 2,5 130
4,0 205
6,0 310
2,0 75
D4 MM He Binblue 160A ='H) 95
4,0 155
A0 J1,0MM 6,0 230
2,5 75
g5 MM He Binbwe 200A 4,0 125
6,0 185
5 MM 2,5 60
@6 Mm 2,0 250A 20 J1,2MM 4,0 100
NIerkonnaBki 6,0 150
3 x 380V/400V - StandardMIG-270, StandardMIG-350
1,5 135
. 2 175
. He Binblue
23 MM He BinbLie 120A B0,8um 2,5 220
4 350
6 525
2 130
D4 MM He 6isiblie 160A 21> 160
. 4 260
He binblie 3 3
J1,0MMm 395
2,5 115
@5 MM He Ginblie 220A 4 180
6 270
. 2,5 85
26 Mm . He binblie
. He 6inbwe270A 4 135
NIerkonnaBki 71,2MM
6 205
He Binble 25 65
26 MM A0 350A 01, 4mm 4 100
6 150
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1. 3ATAJIbHI NOJIOXKEHHA

InBepTOopHi  umdposi  HaniBaBTomatn PATON  StandardMIG-160/200/250/270-400V/350-400V
npu3sHaYeHi 415 HanNiBaBTOMATUYHOrO 3BaptoBaHHA NOCTiHWUM cTpyMoM (MIG/MAG) B cepe 0BMULLi 3aXMUCHUX rasiB
i cymiluei, a Takox 4115 py4Horo Ayrosoro 3saptoBaHHs (MMA) Ta aproHogyrosoro 3saptoBaHHs (TIG). MepeBaru
BMKOPWCTaHHS B LibOMY anapaTi NOBHICTIO LndpoBOro cnocoby ynpasAiHHA NOAraTb Y BiACYTHOCTI HEAOAIKIB
BN1ACTUBUX 6araTopyHKLiOHaIbHAM CUCTEMAM, BUrOTOB/IEHMM Ha OCHOBI aHA/JIOMOBUX CUCTEM YNPaBJiHHS, AKi 3a
BM3HAYEHHAM 3aTOYeHi 3aBXAM Nif MEeBHUN peXuM, a BCi iHWI pexumu, sK AO0AATKOBI, MalTb HeAO/IKM
ynpaB/iHHA. A y NOBHICTIO LMPPOBIN cUCTeMi, NiaTa ynpaBaiHHA Ma€ abCco/IlOTHO yci pecypcy anapaTy, B Mexax
1Oro NOBHOT MOTYXXHOCTi | He BaXX/IMBO B IKOMY pPeXMMi BiH BUKOPUCTOBYETbCA. [laHa cepis anapaTiB Npu3HaveHa
AN5 No6yTOBOro Ta HaniBMPOMMUC/I0BOrO BUKOPUCTaHHS. 3abe3neuytoTb JOCTaTHIO TPMBANICTb HABAHTaXEHHs Ha
NMOBHOMY HOMiHa/ZIbHOMY CTPyMi 160A, 200A, 250A, 270A, 350A BiZMNOBIAHO, YO0 AOCTaTHLO ANA poboTn Byab-
KUMKW enleKTpogamu Big @1,6MM Ao Tyronnaekux @6mm (ans StandardMIG-350-400V) i HaniBaBTOMaTUYHOIO
3BapOBaHHA CyLi/IbHAM APOTOM giameTpom Big @o,6Mm o @1,4Mm (Ans StandardMIG-350-400V). AnaparT Big
noYyaTKy Ha/jaWTOBAHUMA Ha ONTUMasbHI 3HaYeHHS AAs BiNbLIOCTI BUNaAKIB BUKOPUCTAHHA | € AOBOJI NPOCTUM,
AKLLO He BAABATMCS B TOHKOLLi Ha/lalWTyBaHb, siKi BUMaratoTb BXe 6i/bluMX HAaBUYOK Bif, 3BapHUKaA. € MOXMBICTb
3MiHW NONIAPHOCTI ANst 3BaptoBaHHs $0CoBUM ApoToM. [lnsa HebesneuHnx ymos poboTu B anapat BbyAoBaHuUi
610K 3HUXEHHS HaMpyrn XoJ0CTOro XxoAy B pexumi MMA, 3 MOX/IMBICTIO MOrO YBIMKHEHHS i BifjK/IIOUEHHS.
BigmiHHOlO ocobamicTio HaniBaBToMaTiB PATON € NOTYXHWM, SKICHWI MeTasieBUI MexaHi3M nogadi 4poTy 3
repMeTUYHUM ABUIYHOM, @ TaKOX HasBHICTb po3'emy KZ-2 Tuny "€BPO", wo cTae cTaHAapTOM y CBITi Ta 03BONAE
KopuCTyBayeBi Hagani nig'eAHyBaTU NafbHUKM Bif, LUMPOKOrO KOJ1a BUPOBHWKIB.

B anapatu StandardMIG BupobHuyTBa PATON B6YZAOBaHMI 610K 3aXUCTY Bif 3HWXKEHOT Hanpyru. A
mMogenb StandardMIG-350-400V 061a4HaHa TOMOBUM 4-PONMKOBUM MeXaHi3MOM NoAaqi 4pOTy 3 NPMBOAOM Ha BCi
PONUKW.

AnapaT 36epirae nig cBOIM HOMEpPOM Yy KOXHOMY peXWMi 3BaploBaHHA A0 16 iHAMBIAYaNbHUX
HafawTyBaHb (Nporpam) KopucTyBaya. AnapaT 36epira€e B nam'aATi BCi MOTOYHI Ha/NALWTYBaHHA Ha MOMEHT
BUKJIOYEHHS i BiiHOBJIIOE X Mif Yac BKOYEHHS.

OcHoBHi nepeBaru:

1. Lnpoki MOX/MBOCTI peryntoBaHHs NapaMeTpiB 3BaploBaHHS:

a) y pexxuMi MMA — 1 (OCHOBHUW) + 7 (80AATKOBWMX) + 3 (4151 iIMMY/IbCHOMO peXxumMy)

6) y pexumi TIG —1 (OCHOBHUM) + 1 (4043TKOBUX) + 3 (415 IMNY/IbCHOTO PEXUMY)

B) y pexumi MIG/MAG — 2 (0CHOBHMX) + 6 (404aTKOBUX) + 3 (419 IMNYNbCHOMO PeXuMY)

2. Lupokui gianasoH HanalwTyBaHHS iMMY/IbCHOMO PeXMMY Yy BCiX TUMaX 3BaptoBaHHS;

3. Kpim 3axucty Big cTpnbkis Hanpyru BcTaHoBAeHa cucTema cTabinisallii poboTu Npy 3SHaYHMX A0BrOTPMBaNNX
nepenagax Hanpyru B Mepexi XuBaeHHs Big 160B g0 260B (ana mogenei StandardMIG-160/200/250) Ta Big
320B 50 440B (a15 Mmogenen StandardMIG-270-400V/350-400V).

4. ApantoBaHui o cnabkoi enektpomepexi. 3a paxyHok Bucokoro KK/, anapat 3abesneuye BABiuYi MeHwwe
€/1eKTPOCMOXXNBAHHSA NMOPIBHAHO 3 TPAAULIMHUMM Kepenamu;

5. ApanTvBHa WBWAKICTb BEHTUAATOPA, TOBTO 36i/bLIYETHCA Ha MOYATKy 3BaptoBaHHs, Lie binblie 3pocTae nig
4ac HarpiBaHHs amnapaTy i CMOBINbHIOETLCA KON BiH XONOAHWIA, Lie eKOHOMWTb Pecypc BEHTUAATOpa i
3MEeHLLYE KiNbKiCTb N1y B anapari;

6. 3pyyHicTb pobOoTU 3aBAAKMN BENWKIN TPUBANOCTI HaBaHTaxeHHs (TH) Ha HOMiHaNbHOMY CTPYMI, LL,O 03BOASIE
NpOBOAUTH 3BapIOBaHHS NOKPUTUMMU €/1EKTPOAAMM NPAKTUUYHO 6e3nepepBHO;

7. NiaBulWEeHa HaZiMHICTb anapaTy B yMOBaXx 3anuieHoro BUpobHULTBa, MiKpOeNeKTPOHika anapaTa BUHeceHa B
oKpeMuii BiACiK;

8. HaBci enemeHTV anaparty, WO rpitoTbCs, BCTAHOB/IEHA CUCTEMa TEN/I0BOr0 e/1eKTPOHHOMO 3aXMCTY;

9. Bcs enektpoHika B amapaTi MokpuTa ABOMa WWapamMy BMCOKOSIKICHOrO J1aky, sikuii 3abesnevye HaAilHiCTb
BUPOBY NPOTArom ycboro TepMiHy cy>x6u;

10. [MokpalyeHinignan Ta cTabisbHICTb FOPIHHA AYrY, WO MPAKTUYHO YHEMOXJIMBIIIOE MPUJIMMAHHS e1eKTPOAA.

11. HeBesinki rabaputu Ta Bara anapaTa 6e3 BTpaTh TEXHIYHWUX AKOCTEMN, WO CPOLLYE NPOBEAEHHS 3BapIOBaHHSA Y
BaXKOAOCTYMHUX MiCLfAX.
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NAPAMETPbI StandardMIG StandardMIG StandardMIG StandardMIG StandardMIG
-160 -200 -250 -270-400V -350-400V
HomiHanbHa Hanpyra mepexi 50/6olu, B 220 220 220 3380 3380
230 230 230 3X400 3X400
HoMiHaNbHWI CTPYM, WO CMIOXUBAETLCS
3 basu mepexd APY 18...21 23...27 29,5...35 12...14 16 ...18,5
HoMmiHanbHWI 3BaptoBanbHUI CTPyM, A 160 200 250 270 350
MaKkcuManbHuit gitounii ctpym, A 215 270 335 350 450
. 45%/npn 160A | 45%/npn 200A | 45%/npu 250A 55%/npu 270A 55%/npu 350A
Tpusasicte HaBanTaxerHs (TH) 100%/npu 107A | 100%/npun 134A | 100%/npu 167A | 100%/npun 200A | 100%/npu 260A
g/le»q 3MiHM Hanpyru Mepexi X1BeHHS, 160 — 260 160 — 260 160 — 260 £15% +16%
Mexi pery/itoBaHHsA 38aptoBasbHOro 8160 10— 200 12250 12-270 14—350
cTpymy, A
E/Iaenﬁ;i:r\émoaawn 3BapOBa/ILHOI 12-24 12-26 12-28 12-29 12-30
AM:;:\IP:I\)/(Q'O%HHH wienaAKocTi noAad 2,0-16 2,0-16 2,0-16 2,0-16 2,0-16
JliameTp WTy4YHOro enekTpoAa, MM 1,6 — 4,0 1,6 -5,0 1,6 - 6,0 1,6 - 6,0 1,6 - 6,0
fFI)ZI\:I-\sz;yU,IﬂbHOFO 3BaploBa/bHOMO 0,6-1,0 0,6-1,0 0,6-1,2 0,6-1,2 0,6-1,4
MexaHi3m nogavi gpoty 2-pOJIMKOBUIA 4-POJIMKOBWM
MakcnmanbHa Bara KOTYLKM 3 pOTOM,
r 5 15
IMNYbCHI peXWMU Mig Yac 3BaploBaHHA MMA: 0,2...500ly; TIG: 0,2...500ly; MIG/MAG: 5...500L
;zz{);qmm cTapT (Hot-Start) B pexumi Perynbosara
Qopcax gyru (Arc-Force) B pexumi P43 PerynbosaHa
AHTUNpuAnnaHHa (Anti-Stick) B pexwumi
PA3 AsTOMaTU4Ha
B/10K 3HMXEHHS HaNpyTX X0N0CTOro
xony BK/1 / BUMK
Hanpyra xonoctoro xoay P43, B 12 /75
Hanpyra nignany ayru, B 110
f:gzllHaJ‘lea CNOXWBaHa NOTYXHICTb, P 51... 6,1 6,6 7,8 8,0 9 10,7...12,3
MakcrmanbHa CnoxunBaHa NOTYXHICTb,
<BA 59 75 95 11,4 153
KKA, % 90
OX0N0AXKEHHS AzanTuBHe
[lianasoH poboymnx Temnepatyp —25 ... +45°C
Lruaf;::;Héjf;":)pM’ MM (A0BXMH3, 420X 245X300 | 420X245X300 | 420X245X300 | 615X310X 460 | 615X 310X 460
Maca 6e3 akcecyapis, Kr 11,0 11,2 11,5 27,6 27,7
Knac 3axmcry* P21 P21 P21 P21 P21

*y cepii “Standard” kopnyc anapaTiB He 40MycKae NOTPanJ/sHHS BCepeaWHY BUPOOY Tin
AiameTpoM bisblue 5,5MM, @ TakoX BOAQ, WO BEPTUKA/JIbHO Kanag, He mopylye poboTty
anapaTty

PekomeHp0BaHa A0BXMHA CUNOBUX 3BaproBaJibHUX Kabenis nip, YacC 3BaplOBaHHA:

. Maowa
. JoBxuHa kabeniB
MakcumanbHui CTpym nonepeyHoro Mapka kabenio
(B 0AHY CTOPOHY) .

nepepisy
He 6inble 160A 2...7M 16 MM? KI1x16
He 6inblue 200A 3..9M 25 MM? Kl 1x25
He bisblie 250A 5..11M 35 MM? KI™ 1x35
He 6inblue 270A 5..11M 35 MM? KI" 1x35
20 350A 6..14M 35 MM? KI" 1x35
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1 — KHomKu pery/itoBaHHA 06paHoro napameTpa Ha 3MeHLeHHs i 36i/blueHHs (3a
3amoByyBaHHAM: npu MMA — cTpym 3BaptoBaHHs, npu TIG — cTpym 3BaptoBaHHa, MIG/MAG
— Hanpyra 3BaploBaHHA);

2 — Llndpposuit gucnnein;

3 — KHonka Bubopy byHKL M Axepena CTpyMy B MOTOYHOMY PEXMMI 3BAPIOBAHHS;
4 — KHonka B1bopy pexumy 3BaptoBaHHS:

a) py4He AyroBe 3BaploBaHHA WTy4YHUM enekTpogom (P43, «cMMAy);

6) 3BaptOBaHHS B aproHi, e/1eKTPoAoM Lo He naaBuTbes (APT, «TIG»);

B) 3BaptoBaHHA HaniBaBTOMaTUyYHe B 3axucHux rasax (HA, «MIG/MAG»);
5—IHAMKaTOp Neperpisy anapaTy: NP1 HOPMaAbHOMY CTaHi anapaTy iHAUKATOp He
CBITUTbCSA, NpU NeperpiBaHHi — 61MMaE;
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6 — KHonka 3anpaB/ieHHs ApoTy (ras npu LLbOMy He MOAa€ETbCs);

7 — KHonku peryatoBaHHA napameTpis 610Ky nogayi ApoTy Ha 3MeHLLeHHs i 36inblueHHs
(3a 3aMOBYYBaHHAM: WBUAKICTb NOAadi APOTY);
8 — Llndposuit gucnnert 610Ky nogavi ApoTy;
9 — KHoMka nepeBipky Nogadi 3aXMCHOro rasy (4piT He NOAAETLCS);
10 — KHonka Bubopy ¢yHkuin 6aoka nogayy ApoTy;
11 — [HAMKATOP PeXNMY KHOMKM Ha NanbHUKY (PeXUM 2T/4T[anbT.4T);
12 — Po3'em KZ-2 Tuny "€BPO" ans nig’egHaHHA HaNiBaBTOMaTUYHOI O NasibHMKa;
13 — Kabesib nogaui cunoBoro Toky g0 610Ky nogavi 4poTy;
14— ABTOMAT [ KHOMKA YBIMKHEHHS [ BAMUKAHHSA AXepeJia 3BaploBasibHOro CTPyMy;
15— Tpumad 3anobixHuka (4A) ana 6aoky nogavi 4poTy;
16 — LUTyuep nigknto4eHHs nogadi 3aXMCHOro rasy;
17 — MigMoOMHa 3axmMcHa KpULLKA BifCiKy MeXaHi3My noAadi 4poTy Ta KOTYLIKY;
18 — Micue nmigkntoueHHs kabesto 3a3eMNeHHs.
A —TTHi380 CUII0BOMO CTPYMY «+» TUMY 6aNoOHeT:
a) npu 3BaptoBaHHi MMA — nigk/tovaeTbes Kabesib enekTpoza (B okpemmx
BMNaZKaX, MPWU BUKOPUCTAHHI CneLiaibHUX eNekTPOAiB, NiJKA0UYAETLCA Kabenb «Macay);
6) npu 3BaptoBaHHi TIG — NigKNOYAETHCA TiNbKKN Kabesb «Macay;
B) NPV HaniBaBToMaTMYHOMY 3BaptoBaHHi MIG/MAG cyuifibHUM ApOTOM —
MigKAOYaETLCA Kabesb 610Ky Nogadi 4poTy;
r) Npu HaniBaBTOMaTMYHOMY 3BaptoBaHHi MIG/MAG ¢tocoBuM ApOTOM —
nigKAOYaETbCA Kabenb «Maca»;
B - MHi340 CMI0BOrO CTPYMY «-» TUMNy BalioHeT:
a) Npu 3BaptoBaHHi MMA - migkato4aeTbest kKabenb «mMaca» (B OKpemMmx BUNagKax,
MpW BUKOPUCTaHHI cneLiiasibHUX eNeKTPOoAiB, NigKNOYAETbCA Kabenb enekTposa);
6) npu 3BaptoBaHHi TIG — NigKNOYAETHCA TiIbKW aproOHOAYTOBUI NaNbHUK;
B) NpW HaniBaBToMaTMYHOMY 3BaptoBaHHi MIG/MAG cyuifibHUM ApOTOM —
niaKAOYaETbCA Kabenb «Maca»;
r) Npu HaniBaBTOMaTUYHOMY 3BaptoBaHHi MIG/MAG ¢tocoBuM ApoTOM —
nigkYaeTbCsA kabeb MexaHi3My nogauvi gpoTy.

2. BBEAEHHSA B EKCMNIYATALIIO
YBara! lNepea BBegeHHAM B ekcnjyaTauito cnig npoumtatu posgin “lNpasuna
TexHikn 6esnekun" n.13.

2.1 BUKOPUCTAHHA 3A NMPN3HAYEHHAM

3BaploBasibHUIM  anapaT MpPWM3HAYEHUN BUKJ/IOYHO: A PYYHOrO JyroBOro
3BapIOBAHHA LWITYYHUM eNeKTPOAOM, 3BaplOBaHHA B CepejoBMLL aproHy, a TakoX
HaniBaBTOMAaTUYHOro 3BaplOBaHHA B CepeAoBULLi 3aXMCHUX rasiB. |HWe BUKOPUCTaAHHSA
anapaTy He BiANOBiZa€ MOro npusHayeHHio. BupobHuk He Hece BignoBiganbHOCTI 3a
MOLKOAXEHHS, 3aB/aHi BUKOPUCTaHHAM anapaTy He 3a NPU3HaYeHHAM.

BukopucTaHHA Bi4NOBIAHO A0 NPU3HAYEHHA, MAE Ha yBa3i A4OTPMMaHHA BKa3iBOK
LbOro NocibHMKa 3 ekcnyaTauii.
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2.2 BUMOTI'M A0 PO3MILEHHSA

3BaptoBa/ibHMI anapaTt 3axMUEeHWN BiJ MPOHUKHEHHS CTOPOHHIX TBepAMX Tin
AiaMeTpoM NoHag, 5,5 MM.

3BaptoBa/ibHUI anapaT MOXHA PO3MIllyBaTK Ta eKCnayaTyBaTW Ha BiAKPUTOMY
noBiTpi. BHyTpilWHi enekTpuuHi geTani anapaTty 3axuieHi Big 6e3nocepesHbOro BNAUBY
BOJIOrOCTi, a/ie He Bij Kpanesb KOHAeHcaTy.

YBATA! TMicna 3akiH4eHHs 3BaptoBasbHMX pobiT B >xapky norogy, abo
iHTEHCMBHWUX 3BaploBasibHUX pobiT y byAb-aky mnoroAy, anapaT Bigpasy He BUMMKaTW!
HeobxigHO NpOTSArom 5 xB AaTN MOX/IMBICTb OXOJIOHYTU €1eKTPOHHUM KOMMOHEHTaM.

YBATA! Micnsa ekcnayaTauii B XO/N04HY MNOpPYy POKY, MNiCAS BUMKHEHHSA i
NoAaNbLIOrO OXO/I0AXKEHHSA anapaTy, BcepeAnHi yTBOPIOETbCA KOHAEHCAT, TOMY MOro He
MO>XXHa BMMKaTU paHille HiX yepes 3 ... 4 roguHu!!! Tomy He Bigk/iouanTe anapaT B
XOJI0AHY NOPY POKY, SKLLO MAAHYETE MOro YBIMKHYTU PaHILLE HiX Yepes 4 FoAUHW.

HeobxigHo po3miutyBaTv anapat Tak, wob 3abe3sneuyBaBcs GesnepelukogHUM
BXig, i BUXiZ, OXO/104KYOUOro MOBITPS Yepes BEHTUASALINHI OTBOPY Ha NepeaHin i 3aAHin
nanensix. CnigkynTe 3a TvM, Wob mMeTaneBWMM MU (Hanpukaag, Mig 4ac HaXZAayHoro
wnipysaHHs) HE 3acMokTyBaBcs 6e3nocepeHbo B anapaT BEHTU/ISTOPOM OXOI0AXKEHHS.

YBATA! Anapart nicaa cunbHoro nagiHHA Moxe 6yt Hebe3neuyHUM ANs XUTTS.
BcTaHOBIOBATY Ha CTiliKill TBepAili MOBEpPXHi.

2.3 MNIAKNAKOYEHHA 40 MEPEXI
3BaptoBasibHUI anapaT y CepiiHOMY BUKOHAHHiI pO3paxoBaHWiA Ha:

1. MepexeBy Hanpyry 220B (-27% +18%) — an1a mogeneit StandardMIG-160/200/250;

2. TpudasHy mepexeBy Hanpyry 3x380B abo 3x400B (Mogeni StandardMIG-270-400V/350-
400V) — ANS LbOro BMBEZEHO TpU ApoTu. MpaBuaa TexHiku 6e3neku nig vac NnpoBeseHHs
pobiT 3i 3BaptoBasbHUM 06MafHAHHAM BUMaraloTb 3a3eM/eHHs Koprycy anapaTy. Jas
uboro nepeabaveHo ABa BapiaHTW: 1) BUKOPUCTAHHA YeTBepTOro kabeso y mepexeBomy
kabeni XXOBTO-3e/1€HOro KOAbOpY (MiXKHAPOAHWI CTAaHAAPT MapKyBaHHS); 2) BUKOPUCTAHHS
60NTOBOI KNeMW Ha 3a4HiM CTiHWi anapaTy (KOpCTKiWMM CTaHAApPT 3a3eMJ/IeHHs, AKUN
BMKOpUCTOBYBaBCA B kpaiHax CHA).

YBara! lpu nigkatoyeHHi anapaTta 40 Hanpyrn mepexi Buuie 270B (StandardMIG-
160/200/250) abo 450B  (ans  StandardMIG-270-400V/350-400V), BCi  rapaHTilHi
3060B'13aHHA BUpObOHMKA BTpayatoTb cuay! A Takox rapaHTiviHi 30608B'a3aHHS BUpOOHMKa
BTPayaloTb UMHHICTb NPV MOMUJIKOBOMY MiAK/OYEHHi ¢a3n Mepexi Ha 3a3emsieHHs
Axepena.

MepexeBuit pos'em, nepepi3 kabenie mMepexi, a TAKOX MepexXHi 3anobixHUKK
MOBUHHI BUBMpaTUCA BUXOAAUMN 3 TEXHIYHMX AaHMX anapaTa.

2.4 NIAKAOYEHHA MEPEXXEBOIO LUTEKEPA

LLitekep noBuMHeH BIAMOBIAATM HaMPy3i XWBAEHHS | CTPYMYy CMOXWMBAHHA
3BaploBasibHOro anapaty (AMB. TexHiYHi AaHi). 3rigHo BWMMOr TexHiku 6e3sneku
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BUMKOPUCTOBYMTE PO3ETKM 3 rapaHTOBAHMM 3a3eMJIEHHSAM i Hi B IKOMY pas3i He 3acTocoByMnTe
AN UNX Linen HemTpanbHUA npoB.ig mepexil!!

YBATA! MepexeBnin BuMMKay B Mogensx StandardMIG-160/200/250 €
CUFHANBbHOIO KHOMKO i 6/I0KYE TisIbKM CUIOBUI CTPYM 3BaploBasibHOrO amapaTy, aje
MOBHICTIO He 3HeCTPYMJIIOE BHYTPILHIO €/1eKTPOHiKy anapaTy. ToMy 3rigHO NpaBua TexHiKn
6e3neku nig Yac NigKA0YeHHS HeobXiZHO NMOBHICTIO Big'€AHATV anapar BiJ po3eTKu.

3. 3BBAPIOBAHHA PYYHE AYIOBE LUTYYHUM EJIEKTPOZ0M (MMA)

XAV JBINORASY

~220V/ 230V
~3x 380V / 400V

Mopsgok nigroToBKM anapaTy 40 poboTu:

- BCTaBUTUK Kabenb enekTposoTpMMaYa B rHi3f0 Axepena A «+»;

- BCTaBUTU Kabenb 3 knemoto "mMaca" y rHisgo axepena B «-»;

- NPUEAHATU KJeMY «Maca» 4,0 BUpoby;

- MiAKNOUUTU MepexeBUi Kabeslb 0 Mepexi XUBJIEHHS;

- BUMMKaY 14 Ha 33/ Hill NaHe i nepeBecTy B NosoxeHHs "BK";

- 33 [OMOMOrol0 KHOMKW 4 BCTAHOBITb pexum 3BaptoBaHHA "MMA",  pexumn
NepemMmnKaloTbCA Mo KOoAY;

- 33 OMOMOr0I0 KHOMOK 1 BCTaHOBITb MOTOYHMI OCHOBHWU NapaMeTp — CTPYM 3BaploBaHHS;
- 33 HeobXifHOCTI MOXHa pery/oBaTM A0AaTKoBi (YHKLI 3BapioBasbHOro MNpoLLecy,
nopaAoK 3MiHM AuB. y n.6.1

YBara! Y pexumi 3BaptoBaHHs "MMA" nicnsi Toro, sk MepexxeBMi BUMUKAY NepektoyeHn
B nosioxeHHs "I", WTy4YHUIA enekTpog 3HaxXoAUTbCH Mif Hanpyrowo. He TopkanTecs
eNeKTpoAiB A0 CTPYMOMPOBiAHMX abo 3aseMsieHUX MnpeaMeTiB, TakuMxX sK, Hanpukiag,
KOpMyC 3BaploBa/IbHOMO anapaTy TOL,O, OCKi/JIbKM anapaT CipuiMe Lo CUTYaLLilo Ik CUFHan
/0 CTapTy 3BaptoBa/ibHOro NpoLiecy.
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3.1 MK/ 3BAPIOBAJIbHOTIO MPOLLECY - MMA

LA) . HsE duk| PoP -

Mopsaaok 3MiHM 3HaYeHHs By Ab-aKol GyHKUIT AMB. y N.6.1

3.2 QYHKLUIA FAPSIYMNM CTAPT, «HOT-START»
MepeBaru:
- MOKpalleHHs 3ana/toBaHHA HaBiTb MPU BUKOPUCTAHHI €1eKTPoAiB, WO MOoraHo
3anantoTbes;
- AKiCHille nNpon/iaB/ieHHSA OCHOBHOrO MaTepia/y nig 4Yac 3anasiloBaHHA, OTXe, MeHLlue
HenpoBapis;
- 3an0biraHHs LWAAKOBUM BK/IOYEHHSM;
- py4YHe Ha/NalWTyBaHHA: 03BO/IIE BCTAHOBUTU piBeHb GYHKLiT Ha MiHIMasIbHE 3HAYEHHS,
WO CWAbHO 3MEHLUYETbCS CMOXWBAHHS eHeprii B MOYaTKOBUA MOMEHT nignasy, LWo
[L03BO/IIE JKepeny CTPyMy CTapTyBaTW Ha 3HAYEHHAX Hanpyru mepexi 6am3bkoro Ao
MiHIMa/IbHO MOXJIMBOIO, MPOTE 3HWXYE AKICTb MOMEHTY Nignay (anapaT cTae nogibHun Ao
TpaHCcPopMaToOpHOro Axepena). Takox MOXHa 36inbwnTH GyHKLiIIO A0 MaKCMMaabHOro
3HaYeHHNA A5 NOKpalleHHs MOMeHTY nignaay (npu poboTi Big xopoluoi Mepexi). Ane He
3abyBaiiTe, WO NiABULLEHUM CTPYMOM L€l GYHKLLT MOXHa cnasnTv BUpIO nNpu 3BaptoBaHHi
TOHKMX MeTasiB, TOMy PeKOMEHAYEMO B Ll CcUTyauil 3MeHWYBaTW 3HayeHHs ¢yHKLIT
«"apsumm cTapT».

Yum pocaraeTbcs: MpPOTArOM KOPOTKOrO 4acy B MOMEHT nignany Ayru
3BaploBasIbHUM CTPYM 36i/IbLLIYETHCA Ha PiBEHb +40%.

3BaplOBaHHS 3A4iNCHIOETLCS €N1eKTPoA0M B3 MM, BCTAHOBJIEHE OCHOBHE 3HAYEHHS
3BapIOBa/IbHOrO CTPYMY Ha PiBHi 9OA.

Pe3syabTaT: CTpyM rapavoro CTapTy CTaHOBUTMME 9OA + 40% = 126A.

Y A0AaTKOBMX HaNaWTYBaHHAX MOXHA 3MiHOBaTWM K cuay “lapsyoro ctapty”
[H.St], Tak i yac poboTu "Mapsiyoro ctapty" [t.HS]. Be3 noTpebu He 3aBuLYyNTe Cnay i Yac
CNpaLboByBaHHA «[@pA4oro cTtapTy», TOMY WO Ha BEAMKMX FPAaHUYHUX 3HAYEHHAX Le
BMMArae AyXe MOTY>XHOI Mepexi XWBJEHHS, a 3a BiJCyTHOCTI XOPOLOI Mepexi, npouec
niagnany HaeiTb Moxe 3puBaTucs. [opsAOK 3MiHM 3HayeHHs OyAb-fKoi PyHKUIT Y
NMOTOYHOMY PeXU1Mi 3BaploBaHHA AMB. y N.6.1

3.3 PYHKL I ®OPCAX AYTU «ARC-FORCE»
MepeBaru:
- NigBULLEHHS CTabiNbHOCTI 3BaptOBaHHS KOPOTKOIO AYroto;
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- NOAIMNWEHHS KpanienepeHocy MeTay B 3BaptoBasibHy BaHHY;
- NOAIMNWEHHSA 3anaNeHHs 4yr;
- 3MEHLWEHHs MOXJIMBOCTI  MPW/IWMaHHS  enekTpoAa, ajse Lue He  OyHKuis
CAHTUNPUANNAHHAY;
- PyYHe HanawTyBaHHS: J03BOJIIE BCTAHOBUTU piBeHb GYHKLiT Ha MiHIMasbHe 3HAYeHHs,
L0 HE3HAYHO, ajle 3HMUXYE CMOXUBAHHA eHeprii, a8 TaKOX KOHLEeHTPaL,ito Ten10BK1ajaHHSA
rpu 3BaploBaHHi TOHKUX MeTasiB, Lie 3HUXYE MMOBIPHICTb NPOMantoBaHHs, O4HaK i 3HUXYE
cTabiNbHICTb FOPiHHA Ha KOPOTKIM Ay3i (amapaTt CTa€e noAibHUM g0 TpaHcHOPMaTOPHOrO
Axepena). Takox MoxHa i 36i1bWKMTU YHKLIIO A0 MakCMManbHOrO 3HaYeHHsA AN Lie
6inbLwoT cTabiNbHOCTI FOPiHHSA Ha KOPOTKIM Ay3i, ane Le BUMarae KpaLLoi Mepexi XMUBAEHHS
i 36iN1bWYETHCS MMOBIPHICTb MpONatoBaHHA BUPOby.

YuM J0CAraeTbCA: NPY 3HMXKEHHI HAaNpyru Ha Ay3i HUXYe MiHIMaabHO 40NyCTUMOT
ANs cTabifibHOro rOpiHHA Ayry 3BaploBasibHWUIMA CTPYM 3pOCTAE Ha BCTAHOBJ/IEHWUI piBeHb (3a
3aMOBYYBAHHAM +40%).

Y [043TKOBMX HaNalTyBaHHAX MOXHA 3MiHIOBaTU sk cuay «Dopcaxy ayru»
[Ar.F], TaKk i piBeHb cripaLboByBaHHs i€l GyHKUiT [U.AF]. Be3 noTpebu He 3aBuLLyTE CUAY |
piBeHb cnpauboByBaHHsA «Dopcaxy Ayru», TOMY WO Ha BEANKUX MPAHUYHMX 3HAYEHHSX,
0co6/1MBO MpuW 3BaploBaHHI TOHKMMW efnekTpogamu MeHwe 3,2 MM, Le BMNJIMBAE Ha

CnpaLboByBaHHA GYHKL T «KAHTUNPUAUNAHHSAY.
uvi

L

LA
MopsZoK 3MiHM 3HaYeHHs 6yAb-AKOT GYHKLT y NOTOYHOMY pexuMmi 3BaploBaHHS
AvB.yn.6.1

3.4 DYHKL IS AHTUNPUNUNAHHA «ANTI-STICK»
Mpv noyaTkoBOMY MignNani Ayrn enekTpos MoXxe Npuannatn (NMpUXonaoBaTmUCS)
A0 BMPODY, LibOMYy NepeLukogxatoTb barato GpyHKLi B anapaTi, ase Take MOXe CTaTUCS,
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WO B CBOI Yepry Mpu3BOAWTbL CMOYaTKy A0 PO3XAPEHHS, a B MOAA/bLIOMY i MCyBaHHSA
enekTpoga.

Y Taki cuTyauil B AaHOMYy anapaTi CrnpauboBYe YHKLi «AHTUNPUANMAHHSY,
BObyzoBaHa Ta nmpautotoya B pexumi PA3 "MMA" nocTinHo, ska Yepes 0,6...0,8 cek nicas
BUSIBJIEHHS1 LbOr0 CTaHy, 3HWXYE 3BaplOBa/lbHUA CTPyM. TakoX Le roserwye
3BaploBa/ibHUKY MOX/IMBICTb BigoKpemioBaTu (BigpuBaTW) enekTpos Big Bupoby 6es
pY3MKy 0bnasuTK ouvi BUNaAKOBMM Nignaaom Ayru. [licns BifOKpeMIeHHs enekTpoga Bij
BUpobY, npoLec 3BaptoBaHHA Moxe HyTun He3nepellkosHO NPOAOBXeHM.

3.5 QYHKLIA PEFY/IFOBAHHA HAKJIOHY BOJIbTAMMEPHOI XAPAKTEPUCTUKU

Lis dyHKLis B nepLy Yepry npusHayeHa A5 3py4YHOro 3BaploBaHHs eNekTpogamm
3 pi3HMMM TUNaMWU NOKPUTTA. 3a 3aMOBYAHHAM HaxXW/a BONbTAMMNEPHOI XapakTepuCTUKM
[BAH] BCTaHOB/IEHUI Ha 3HaYeHHi 1,4V/A W0 BigNOBiJa€ HANMNOLIMPEHIMUM e/1eKTPoAaM 3
pyTuaoBMM Tunom nokputta (AHO-21, MP-3). [Ans 6inbw  komdopTHOi poboTu
€/1eKTPOAaMu 3 OCHOBHUM TuMNom nokputTs (YOHI-13/45, JIK3-70) He € 060B'si3koBMM, ane
peKkoMeHAYEMO BCTaHOBUTM Haxma [BAH] Ha 3HayeHHs 1,0V/A. Y cBOIO Yepry enekTpoam 3
uenonos3Hum tunom nokputta (LLU-1, BCL-4A), HaBiTb BMMaratoTb BCTAaHOBUTU HaXun
[BAH] Ha 3HauyeHHs 0,2..0,6V/A i npu ubOMy iHOAI HeobOXigHO NigHATU piBeHb
cnpayboByBaHHA yHKLiT «Popcax ayru» U.AF a0 3HauveHHs 18V. lMopagok 3MiHu
3HaYeHHs By ab-Koi GYHKLTy TOTOYHOMY peXMMi 3BaploBaHHS AMB. Y N.6.1

3.6 ®YHKL I 3BAPFOBAHHA KOPOTKOIO AYIOlo

Lis &yHkuis ocobamBo akTyanbHa Mpu 3BaploBaHHI CTe/IbOBMX LWBIB, KOAW
notpibHo, W06 He CWAbHO THArHyaacs 3BaploBasbHa Ayra. /Jas uboro B anaparTi
nepesbayeHa MOXMBICTb BKAOUMTH dyHKLito "KopoTka gyra" [Sh.A] y nonoxeHHs "ON".
3a yMOBYaHHAM BoHa nepebyBace y nonoxeHHi “OFF”. Mopsaaok 3MiHM 3HaYeHHs 6yAb-sKOT
dYHKLiTy NOTOYHOMY pexuMi 3BaploBaHHA AMB. y N.6.1

3.7 ®YHKLIA BJIOKY 3HUXXEHHA HAMPYIMN XON10CTOrO XoAy

Mpu npoBeAeHHi 3BapioBasibHUX POBIT y EMHOCTSIX, LUCTepHaXx i TaM, Ae noTpibHa
nigBuLieHa cuctema esekTpobesnekn, Moxe ByTy akTMBOBaHa QYHKL i 3HWXKEHHS HAMpyTy
XON0CTOr0 XOA4Y.

Mpw BigpuBi enekTpoaa Big BMPObY yepes 0,1 cek Hanpyra Ha kKneMax Axepena
3HUXKYETBLCS A0 6e3MeYHOro piBHA HXKYe 12B.

Ans uboro HeobXxiZgHUIM 610K 3HUXKEHHS HAMPyrK X0A0CToro xoay [BSn], saku € B
Lin moaeni obnasHaHHA, asne 3a 3aMOBYAHHAM 3HAX0AUTLCA B noaoxeHHi "OFF", TobTo
BUMKHEHWN, OCKiZIbKW BiZLOMO, L0 BKIOYeHHSs Byab-sKoi noaibHoi GyHKLiT Aewo noripwye
nignan ayru. Mopsagok 3MiHWM 3HayeHHs OyAb-AKkoi QYHKUIT y MOTOYHOMY pexXuMI
3BaploBaHHA AMB. y n.6.1

3.8 ®YHKL I 3BAPHOBAHHSA IMNYJ/IbCHAM CTPYMOM
Lis dyHKuUis npyM3HaYeHa A8 NOJErWEHHS KOHTPOJIO 3BapioBaibHOro npolecy y
MPOCTOPOBUX MOJIOXKEHHSX, BIAMIHHMX BiZ HWXHbLOrO, a TaKOX MpW 3BaplOBaHHI
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KoNbopoBMX MeTaniB. Bnaue BigbyBaeTbcs 6e3nocepeAHbO Ha  nepemillyBaHHS
pO3Mn/1aBNEHOr0 MeTasly LUBA Ta HA MepeHeCceHHs Kpaniy 3BaptoBasibHy BaHHY, a Lie y CBOIO
yepry Ha cTabinbHICTb GOpMYyBaHHS LIBA Ta NpoLecy 3BaptoBaHHA. [HWKMK c/ioBaMu, LeW
MpoLec MEBHOK MiIpOK 3aMIHIOE PyxXU pyKM 3BaploBasibHUKA, 0CODAMBO Lie BaXJ/MBO Y
BaXKOAOCTYMHUX MicusxX. Big npaBuabHOCTI HanawTyBaHHA 3anexuTb popma Ta AKiCTb
¢dopMyBaHHS LIBA, L0 3MEHLLIYE MMOBIPHICTb NMOSBM NOP | 3MEHLUYE 3€PHUCTICTb CTPYKTYPK,
W0 Lie 36inbly€e MiLHICTb 3BapHOr0 3'€HaHHS.

[Ana peanizauii uiei yHKLT B anapaTi NOTPiGHO BCTAHOBUTW TpU NapamMeTpu: Cuay
nynabcauii [Po.P], uactoty nysnbcauii [Fr.P] i cniBBigHOWeHHs imnynbc/naysa (abo
«lwnapysaTicTb») [dut]. 3a 3amMoBYyBaHHAM cuia nyabcauii [Po.P] fk kiouoBuM napameTp
3HaxoAuTbCs y nosoxeHHi “"OFF”, To6To dyHKLia BUMKHEHa, a YacToTa nyabcauii [Fr.P] Ta
«wnaposicTb» [dut] Ha HaMnowwMpeHiwmx 3HaveHHsx 5.oly Ta 5o0% BignosigHo. LLlo6
YBIMKHYTU YyHKLit0, AOCTAaTHbO BCTAHOBUTWM cuay nyabcauil [Po.P] 6inble Hyns, uent
napamMeTp 3aJa€TbCA Yy BIACOTKOBOMY BWPaxXeHHi Bif, MNOTOYHOrO OCHOBHOIO
BCTAHOB/IEHOIO 3BapIOBa/IbHOMO CTPYMY.

Mpuknaa: 3BaptoBaHHA enekTpogom (D3MM, BCTaHOB/IEHe OCHOBHE 3HaueHHs
3BaploBa/IbHOr0 CTPYMy CTaHOBUTb 60A, a cuna nynabcauii [Po.P] = 40%, npn ubomy
yacToTa nyabcaii [Fr.P] = 5,0y i «wnapoBicTb» [dut] = 50% 3aMOBYYBaHHSM.

PesynbTaT: cTpyM b6yae nynbcyBaTu Big 36A A0 84A 3 yactoToto 5L, iMnyabcu
MaTUMyTb piBHY dopMy fK Mo aMnaiTygi, Tak i 3a yacom. MNapameTp "wnapysaTicTb" 3a
3aMOBYYyBaHHAM BCTaHOBJ/IEHMI Ha 50%, Npu 3MiHi LLbOro NapameTpa Big 50%, BHOCUTLCA
acMMeTPIA MiXK 4acoM IMMY/IbCy CTPYMY Ta 4acoM Naysu CTpyMmy:

33 3aMOBYEHHAM

"wnapysaTicte" [dut] = 50%  "wnapysaTicTb" [dut] =20%  "wnapysaTicTe" [dut] = 70%
LA LA LA

50% | 50% Igl 80% I_I | I 70% |5§| |
s o™

t,cex t,cex t,cex
AnapaT npuv UbOMYy 3pearye TaK, LWO CepeaHi piBeHb CTpyMmMy nig yac
3BaptloBasibHOro npouecy ©6yAe Ha PiBHi BCTAHOBJIEHOrO OCHOBHOIO  3Ha4eHHs
3BaploBasbHOro cTpymy 60A (sk i 6yno 3aszaHo), BiAMOBIAHO | TenAOBKNAjAHHS B
3BapioBa/ibHUI WOB Byze Ha piBHI TUX Xe 60A, ane cTabinbHICTb 3BaptoBasIbHOro NpoLecy
Ta nepeMillyBaHHs 3BaploBa/IbHOI BaHHM 3MiHATLCA. Lle gyxe Bax/MBa ymoBa A5 TOYHOI
OLLiHKM KOpWUCTyBayeM KiJIbKOCTi 3MiHW Ten/J0BK/IajaHHA Yy 3BaploBajibHy BaHHY,
HanpuKkaagd, NOPIBHIOOUM 3 HLWIMM OCHOBHUM CTPYMOM 6€3 iMMy/IbCHOro pexumy.
JaHi napameTpu BCTAaHOBAIOKOTLCA Y Pi3HUX CUTYALLIAX NO-PiSHOMY, BiANOBIAHO 40
BMMOT 3BaptoBa/ibHMKA. MOpAA0K 3MiHW 3HaUYeHHSs ByAb-aKoT GYHKLITY NOTOYHOMY pexmMi
3BaploBaHHA AMB. y n.6.1
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4. 3BBAPIOBAHHSA B APTOHI (APT «TIG»)

YBara! B AKocCTi 3aXMCHOro rasy BMKOPUCTOBYETbCS HaM4acTille YMCTUIA aproH
"Ar", iHogi reni "He", a Takox ix CvaiLIJ y pi3Hux nponopuisx. Mpuknag: aproH + reniu
"40% Ar+60% He". HE AOMYCKAWUTE BukopucTaHHA roptoumx rasis! BukopuctaHHs
iHLIKX rasiB — /LLe 3a NOrOAXEHHSM i3 BUPOBHMKOM 061aAHaHHS.

YBara! lNasbHWK aproHoBui NMoBuHeH OyTW BEHTUABLHOrO TUMy, 3 HaNoHeTHUM
pos'eMoM @gMM. MakcuManbHWUI CTPyM nNajbHWKa BubupaliTe 3a cBOIMM pobounmu
BMMOramu.

YBara! Mpu TprBanux pobotax Ha CTpyMax NoHag 150A HeobXxifHO 3aCTOCOBYBaTH
NaNbHUK i3 Pi4VUHHUM OXO104XKeHHAM!

YBara! HacTolo NOMUAKOIO € 3aTOYYBaHHSA €/1eKTPOAA «B FONKY», Ayra npu LboMy
Ma€e MOXMBICTb Bigxuastucs 3 6oky B 6ik. lNpaBUAbHMM 3aTouyBaHHAM € 3J/erka
MPUTYNAEHUNA «HOCKK» | YUM BiH MEHLWMWK, (33 YMOBM WO BiH BUTPUMYE BCTAHOBJ/IEHWN
cTpym) TMM Kkpaue. Mam'aTaiiTe, WO NPU BEAUKMX CTPYMaX 3BaploBaHHS AyXe CUJbHO
3aroCTPeHU eNeKTPO /1erko ON/IaB/ASETLCA Yepes Maly TenoBiggady. Tak caMmo «pUCKU»
Bi/l 3aTOYYBaHHA NOBUHHI PO3TaLLOBYBATUCA B3/,0BX OCi €/1eKTPOAa.

4.1 LUWKJ1 3BAPIOBAJIBHOIO NMPOLECY - TIG-LIFT

—=5 AN —5\
] = N

A ", dut| [PaP

~220V/ 230V
~3x 380V / 400V

=\

OYIRBERHYTIR

Mopsaaok niaroToBkM anapaty go poboTu:
- BCTaBUTK Kabesnb nasibHMKA B MHi340 Axepena B «-»;
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- BCTaBUTY Kabesnb KeMun «maca» B rHi3g0 gxepena A «+»;

- PUEAHATM KNeMy «Maca» 4,0 BUpPoby;

- BCTAHOBUTM peAyKTOp Ha rasosuii 6anoH;

- NiAKJIOUUTU Fa30BMI LWAAHT NafbHUKA A0 peAyKTopa rasoBoro 6anoHa;

- BiAKPUTU KpaH rasoBoro 6asi0Ha, NepeBipUTN repMeTUYHICTD;

- NiAKNOUNTU MepexeBUi kabesib 0 MepeXxi XXUBNEHHS;

- MepexeBUi BUMMKaY 14 Ha 33/ Hil NaHei nepeBecTu B NoaoxeHHs "BK/1";

- BWKOPMCTOBYIOUM KHOMKY 4 BCTaHOBITb pexum 3BaptoBaHHA "TIG", pexumu
NepemMmKaloTbCAa No KoAy;

- 33 /LlOMOMOrOt0 KHOMOK 1 BCTAHOBITb MOTOYHMI OCHOBHWIA NapamMeTp — CTPYM 3BaploBaHHS;
- 3a HeobXigHOCTI MOXHa perynoBaTv fozaTkoBi ¢yHKLil 3BaptoBaibHOrO MpoLuecy,
nopsAoK 3MiHM AuB. y n.6.1

4.2 OYHKUIA NIANANY AYTU TIG-LIFT

YBara!!! KopekTtHa poboTa gaHoi ¢yHKLii BUMarae ounuieHHs BUMPoby y Micyi
nignany ayru.

Lis dyHKLis BcTaHOBNEHa 33 3aMOBYYBaHHSAM Yy faHii Mogeni Ta po3pobsieHa Ans
Ma/IbHUKIB 3 KOHTAKTHUM Nignasom Ayruv, 6e3 BUKOPUCTaHHA OCUMUASTOPIB Ta iH. MOAIGHMX
MPUCTPOIB, asie Ha BiAMIiHY Bif KJacMYHOro cnocoby, MOBHICTIO YCyBa€E yAapHUA CTPYM Nig
yac 3anastoBaHHs. [JlaHa ¢yHKLiA B pasu 3MeHLWYE PyWHYBaHHA | NOTPan/siHHA B
3BaploBa/IbHUM LWOB BO/IbHPAMOBOro eIeKTPOA3, L0 € AyXe HeraTUBHUM SBULLEM.

YBara! BeHTW/Ib Ha najsbHUKY MOTPIGHO BiAKPMBATU CaMOCTIMHO AO MOMEHTY
3BaplOBaHHA Ta 3aKpMBaTM NiC/1A 3aBePLUEHHS NpoLecy.

Cnocib 3acTocyBaHHS L€l PyHKLiT nonsirae B 4OTUKY eNeKTPOAOM 40 BUpoby, npu
LbOMY YTPMMYBATU e/1eKTPOJ B LibOMY MOJIOXEHHI MOXHa HeobMmexeHy KiNbKicTb yacy, i
KO/ KOPUCTYBay BBaXaTWMe L0 FOTOBMI A0 NOYATKY 3BapOBaHHSA (Hanpukaag, onycTus
3axXMCHY Macky Ha oui i #obpe npoAyB MicLe 3aXMCHUM ra3om) gocutb noyatm MOBIJIBHO
nigHIMaTV BICTPA 3aTOYEHOrO enekTPoAa Big BMpoOy. AnapaT BUM3HAUYUTbL Le MOMEHT i
cripuiimMe MOro ik CUFHaA 40 CTapTy NpoLecy 3BaploBaHHA, TUM CaMUM MoyHe 36ibLyBaTh
3BaploBasibHUI CTPYM [0 BCTQHOBJIEHOrO 3HayeHHs. Yum Gisbwe OcHOBHWMIA poboumnin
CTPYM, TUM wWBMALWeE noTPibHO nigHIMaTM enekTpoA, iHakwe BiH oniaButbeA. [Jlo
ONTMMaNbHOI WBUAKOCTI BiApUBY enekTpoAa CAij 3BMKHYTW. Yac mnaBHOro 3pocTaHHA
cTpymy [t.uP] A0 BCTAHOBAEHOrO 3HAYEHHSA MW PO3rASHEMO B HACTYMHOMY MYHKTI.

4.3 PYHKUIA NNTABHOIMO HAPOCTAHHSA 3BAPKOBAJ/IBHOIO CTPYMY

Lis dpyHKLin okpim ekoHOMIT pecypcy eneKTpoAa i B AesKill Mipi Camoro nasibHUKa,
Tak camMo HeobxigHa AN 3pPYYHOCTI KOPUCTYBaHHS Ma/jbHUKOM. YCyBa€E YTBOPEHHS
MOYaTKOBOrO PO3M/IeCKYBaHHSl 3BaplOBasjibHOI BaHHM, @ TaKOX 3a BCTAHOBJ/IEHMM 4ac
NJ1aBHOIrO HapoCTaHHA cTpyMy [t.UP], B pa3si BUKOPUCTAHHSA PeXMMY KHOMKM Ha MaJbHUKY
TIG-2T, MOXHa TOYHO HaBeCTU NaJIbHUK HA HeobXiZHe MicLe 3BaptOBaHHS, TOMY L0 MicLe
nignany ayrm B 0cobsvBO BiANOBiZasbHUX BMPOBAx He 3aBXAM 3HAXOAUTLCA B MicCLi
3BaptoBaHHA. TakoX 3a A0MNOMOrot AaHoi GyHKLii MOXHa nonepeaHbo Nigirpitn micue
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3BaplOBaHHA. 3a 3aMOBYYBaHHAM BCTAaHOBAEHO 3HayeHHs “OFF” — BumkHeHo. lMopsigok
3MiHM 3HaYeHHs by b-aKoi GyHKLITy NOTOYHOMY pexxMMi 3BaptoBaHHS AMB. ¥ N.6.1

4.4 QYHKL A 3BAPIOBAHHSA IMOY/IbCHUM CTPYMOM

Lis $yHKuUis npyM3HaveHa A5 NOJIErWEHHS KOHTPOJIO 3BaploBaibHOro npovecy y
NPOCTOPOBUX MOJIOXKEHHAX, BIAMIHHMX BiJ, HUXHbOrO, a TaKOX MpU 3BapPIOBaHHI
KO/IbOPOBWX MeTaniB. Bnamns BigbyBaeTbca b6e3nocepefHbO Ha MepeMmilWyBaHHS MeTany
PO3M/1aB/IEHONO LB, a Lie B CBOIO Yepry Ha cTabifbHicTb dopMyBaHHs wWwBa. [eBHO Mipoto
3aMiHIOE PyxuM pyKu 3BapiloBajibHMKA MNpPU 3BaploBaHHi, 0CO6/AMBO Le BaxaMBoO Yy
BaXKOAOCTYNHMX MicLAX. Tak CaMO 4acTKOBO BifOyBaETbCs MPUMYCOBWI BMAMB HA
nepeHeceHHA Kpanai 3 ApoTy MNpucajku B 3BaptoBaNbHy BaHHy. Bij npaBuabHOCTI
HaNalWTYBaHHA 3aneXuTb ¢opma Ta AKicTb GOpPMyBaHHS LIBA, WO 3MEHLIYE MMOBIPHICTb
MOSIBM MOP i SMEHLUYE 38PHUCTICTb CTPYKTYPMU, a Lie 36i/bLuye MiLHICTb 3BapHOTro 3'€4HaHHS.

Ana peanizauii uiei yHKLT B anapaTi NOTPiOHO BCTaHOBUTW TpW NapameTpu: cuay
nynabcauii [Po.P], uactoty nynabcauii [Fr.P] i cniBBigHoweHHs imnyabc/naysa (abo
«wnapysaticTb») [dut]. 3a 3amoBUYyBaHHAM cuna nyabcauii [Po.P] sk kao4oBuii napameTp
3HaxoAMTbCA Y nosoxeHHi “OFF”, To6To dyHKL i BUMKHEH], a YacToTa nyabcauii [Fr.P] Ta
«wnapysaTicTb» [dut] Ha HaMnowMpeHilumMx 3HaYeHHsX 10,0 'y Ta 50% BignosiaHo. LLlo6
YBIMKHYTU YyHKLit0, AOCTAaTHbO BCTAHOBUTWM cuay nyabcauil [Po.P] 6inbwe Hyns, uent
napameTp 3ajaE€TbC Yy BIACOTKOBOMY BMPaXeHHi BiJ MNOTOYHOrO OCHOBHOrO
BCTAHOB/IEHOIO 3BapIOBa/IbHOMO CTPYMY.

Mpuknaa: 3BapioBaHHs HeMJaBKMM BO/IbPPaMOBUM e/1eKTPOAOM AiaMeTPOM 2MM,
BCTAHOB/JIEHE OCHOBHE 3HAYeHHA 3BaplOBa/JIbHOrO CTPYMy CTaHOBUTL 100A, a cuia
nynbcauii [Po.P] = 30%, npu ubomy yactota nyabcauii [Fr.P] = 10,0 'y Ta «wnapyBaTicTb»
[dut] = 50% 3a 3aMOBYYBaHHSAM.

PesynbTat: cTpym byae nysnbcyBaTu Big 70A A0 130A 3 YacToTOO 10 L, iMMYyNbCK
MaTUMYyTb piBHY GOPMY SiK N0 aMMAITyAi, TaK i 3@ YaCoM.

MapameTp «lMapyBaTiCTb» 33 3aMOBYYBAHHSIM BCTAaHOBJ/IEHUIN Ha 50%, 3MiHa
L|bOro 3HaYeHHS BHOCUTb aCMMETPIO MiX HYaCOM iMNYAbCy CTPYMY i YacOM nay3u CTpyMmy:

33 3aMOBYYBaHHAM

"wnapyeaticts" [dut]=50% " wnapysaTicTb" [dut] = 20% " wnapysaTicTb" [dut] = 70%
LA LA LA|
50% | 50% Igl 80% |_| |—| 70% Iil |_
il ™
t,cex t,cex t,cex

Anapat npu UbOMYy 3pearye TaK, WO CepejHiX piBeHb CTpyMy nig uac
3BaploBasibHOro npouecy ©6yAe Ha PiBHi  BCTAHOB/JIEHOrO OCHOBHOIMO  3HAaYeHHS
3BapIOBaZIbHOrO CTPYMy 100A (fk i 6yno 3ajaHo), BIAMOBIAHO i TeMN/JOBK/AAAHHA B
3BaproBa/IbHUM WOB byAe Ha PiBHI TUX Xe 100A, ane cTabiNbHICTb 3BaptoBaibHOro npoLiecy
Ta nepemillyBaHHA 3BaptoBas/IbHOI BaHHW 3MiHATLCA. Lle gyxe Bax/MBa ymoBa A/19 TOYHOI
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OLiHKM KOpPMCTYBayeM Ki/fIbKOCTi 3MiHM TenjoBK/AaZaHHA Yy 3BaploBa/ibHY BaHHY,
Hanpukaag, NOPiBHIOOYM 3 HLIMM OCHOBHWUM CTPYMOM 6€3 iMMy1bCHOro pexumy.

JaHi napamMeTpun BCTAaHOB/IOIOTLCSA Y PiI3HUX CUTYaLifiX NO-Pi3HOMY, BiAMNOBIAHO A0
BMMOT 3BaptoBa/ibHMKA. [OpAAOK 3MiHW 3HaUYeHHs ByAb-aKol GYHKLITY NOTOYHOMY pexuMmi
3BaploBaHHA AuMB. y N.6.1

5. HAMIBABTOMATUYHE 3BAPIOBAHHA (HA «MIG/MAG»)

CO2

~220v/230v  |Ar+CO2
~3x 380V/400V | Ar

~— BORLOOO SRS
(G YP<EDE QOXKD

1 - — .
—-—‘_"——‘5‘ gy s

Ysara! B fKOCTi 3axucHOro rasy npu 3BaploBaHHi YOPHWUX MeTaniB Yy
HaMNpOCTILLOMY BUMaAKYy 3aCTOCOBYETbCA Byraekmcauin ras "CO2", a npu 3BaploBaHHi
a/OMIHIO — TisIbKM iHepTHI rasu Tuny aproH "Ar", iHoai reniin "He", ans HepxaBitoumx Ta
BMCOKO/IErOBaHMX CTasiel YacTo 3aCTOCOBYIOTbCA CyMillli B Pi3HWMX MPOMOPL,isiX, HANPUKAaZ,
80% "Ar" + 20% "CO2". BUKOPUCTaHHA iHWMX — rasiB /uvle 33 MOrOAXEeHHAM i3
BMPOOHNKOM 0618 HaHHS.

YBara! Tak sk anapat obnagHaHWM CTaHAapTHUM po3'emom KZ-2 Ttuny "€BPO"
ANS NafbHUKA, TO B NOAA/IbLLIOMY MOXHa NPUABATU NafbHWUK Ha BAACHUIA pO3Cy4,.

MopsAoK NiAroTOBKM anapaTy 40 poboTW Npu 3BaproBaHHI CYLiIbHUM 4pOTOM:
npueaHaTh kabenb «maca» y rHisgo B «-» gxxepena cTpymy;
MPUEAHATM 3aTUCKAY «Maca» 0 BUPoOy;
WTeKep CUI0BOrO CTPyMy B10Ky Nogaudi ApOTy NPUEAHATH AO FHi3Aa Axepena A «+»;
NpUEAHATM Ta NMPUKPYTUTU AO yNopy 3BaploBa/ibHUI HaNiBaBTOMAaTUYHUI MaNbHUK A0
rHizga 12;
BCTQHOBUTW peAyKTOp Ha ra3oBui 6asoH i3 3axmcHuMM rasom "CO2", " Ar" abo "Ar+CO2";
MiAKAOYNTN ra30BUI LWAAHT A0 peAyKTopa rasoBoro 6anoHa Ta wTylepa 16 Ha 3a4Hin
naHeni;
BIZAKPUTK KpaH rasoBoro 6as0Ha, NepeBipUTU FrepMETUYHICTD;

NigKAOUNTN MepexeBul Kabesb Axepena 40 MepeXi XM1BAEHHS;

KHOMKY/aBTOMaTUYHUIA BUMMKAY 14 Ha 3aHill NaHeNi nepeBecTy y nonoxeHHs "BK";

33 AOMNOMOrol0 KHOMKM 6 BCTaHOBITb pexXxum 3BaptoBaHHA MIG/MAG (pexummn
nepeMmnKaoTbCs Mo KoAy);
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AKWO He BBIMKHYBCA LMOPOBUN aWcnien LWBMAKOCTI moAadi gpoTy 8, nepesipTte
3anobiXXHUK 15 (HOMiHAA 4A) Ha 3aAHiN NaHeni;

3a /LONOMOrOt0 KHOMOK 1 BCTaHOBITb NOTPiOHY Hanpyry 3BapioBaHHs;

BCTAHOBUTM KOTYLLKY i3 4POTOM HeobxigHOro giameTpa;

NiAHATY Bropy KOPOMMUCAO NPUTUCKHOIO PO/INKa;

3aBeCTU Bi/IbHUM KiHellb APOTY Yepes BXiZAHWUIN KaHa Y 3BaploBaibHWUM NaNbHNUK;
OMyCTUTU Ta 3aTUCHYTW 3BaplOBa/IbHWUNA APIT MiX POAMKaMW, 3YyCUANS MPUTUCKAHHSA
PO/IMKIB HaNMWCaHO Ha MAACTMKOBIA Pyuyli, AKWO HeAOCTaTHbO AOCBiAY, TO CMOYaTKYy
BCTAHOBUTW Ha CePeAHE NOOXEHHS (MpUBAN3HE 3HAYEHHS 3);

3a ZLONOMOr OO0 KHOTMOK 7 BCTAHOBITb HEOOXIiAHY WBUAKICTb NOAaYi 4POTY;

3a 4,0MNOMOrOI0 KHOMKM 6 NPOTArHYTW APIT Yepes BeCb KaHas i BijperyatoBaTn OCTaToO4YHe
3yCWUANA MPUTUCKAHHS POJIMKIB BiAMOBIAHO JO PpeKOMeHAauil WoA0 MpoBeAeHHs
HaniBaBTOMaTMYHOrO 3BaptoBaHHSA. [py LbOMY 3BEpHiTb 0COBAMBY yBary Ha 3ycuans
3aTMUCKaHHA ra/ibmMa KOTYLIKM, KOTyLKa NOBUHHA ByTH MiHIManbHO-HeobXi4HO 3aTUCHYTA
nerko obepTaTncs, ase MUMOBIILHOrO PO3KpyYyBaHHs He NOBUHHO HyTu. YBATA! ko
ra/bMiBHMI  MexaHi3M  KOTyWKW  HenpaBwWiabHO  3ibpaHuii, TO  BiH  MOXe
«CamMo3aTAryBaTmca» npu obepTaHHi KOTYLWKK, WO Yepe3 KOPOTKMIM Yac npusBege A0
noBHOro 6/10KyBaHHA APOTY 3 MOPYLIEHHAM NPOLLeCy 3BapltoBaHHsA, ToMmy, Byab facka,
nepesipTe LLe MOMEHT Nepeg, NepLUOto 3anpaBKoto 4POTY;

3a HeobXifHOCTI MOXHA peryatoBaTh A0AAaTKOBI QYHKLII 3BaptoBaNbHOroO NpoLecy Ha
Axepeni Ta 6aoui nogavi ApoTy (NOpPAAOK 3MiHU AMB. y N.6.1).

He 3abyBaliTe nMpo nogayy 3axWMCHOro rasy — AAs NepeBipky MOro HasBHOCTI B
KaHaAi nasibHKWKa Ha anapaTi nepesbayeHo KHOMKY 10, B MOMEHT HaTUCKAHHS SIKOT APIT He
nojaetbca. Akuw,o By HoBayoK i HEMaAE A0CBIAY B HaNalTyBaHHI ONTUMaZIbHOMO TUCKY ANA
3BaplOBaHHA KOHKpeTHOro BMpoby, TO CnoyaTKy TUCK ra3y MOXHa BCTaHOBUTU bisiblue
ONTUMAJIbHOrO 3HauyeHHs ~0,2Mla, Le Mano BMAMHE Ha NpoLec, TibkK 36iNbWKTLCA
BMTpaTa 3axMcHoro rasy. Ase B MaWbyTHbOMY, ANsi €KOHOMIi, KepyWTecb 3arajbHUMM
pPeKoMeHAaLiaMM LWOoAO 3BaptoBasbHMX pobiT HaniBaBToMaTamu. TakoX MoyMHawTe i3
cepesiHbOro 3HauyeHHs LWBUAKOCTI nogadi ApoTy (~4...6 M/XB) Ta cepeAHbOI Hanpyru Ha
axepeni (~19B) npu byab-aKkomy giameTpi BCTaHOBAEHOro ApoTy (J0,6...1,2MM), Le Moxe
He OMTWMaJIbHO, aje armapaT NoBUHeH BxXe BapuTw. LLLo6 Aocsirtn kpaworo pesysbTaTy,
noTpibHO pery/oBaTW Hampyry Ha JAxepesi KHOMKaMu 1 i WBMAKICTb nogadi ApoTy
KHOMKaMW 7 MeXaHi3aMy noJjadi BiAMOBIAHO J0 3arajbHUX pPeKOMeHAaLin Wogo
3BaplOBa/IbHOro npouecy HaniBaBTomMaTamu. [lam'sTalite, AN KOXHOFO KOHKPETHOro
BMMAAKY Lii napaMeTpu € pisHUMMN.
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5.1 LK1 3BBAPIOBAJIbHOIO MPOLLECY - MIG/MAG - 2T
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MopssoK 3MiHW 3HaYeHHs 6y b-AKoT YHKLT AUB. y N.6.1.

5.1.1 OYHKLIA KHONKW HA MA/IbHUKY - 2T

3acTOCOBYETLCS NP 3BapOBaHHI KOPOTKMX Ta CepeAHbOT AOBXMHM WBiB. PyHKLis
MOMIATAa€E B HACTYMHOMY: MPM HATUCKaHHI KHOMKM Ha MaJbHUKY CUrHaA KepyBaHHSA
HaaXxoAWUTb y B0K KepyBaHHS, BiANpaLboBYETbCS PYHKLIA NepeA-npogyBKM FrasoM 30HM
3BaploBaHHA 3a 4vac [t.Pr] (BigkpvBaeTbCA knanaH rasy), Aani NOAAETbCA CUTHAA Ha
BKJ/IIOYEHHSA J>Kepesa 3BaptoBas/IbHOr0 CTPYMY i ABUIYHA MeXaHi3My noZadi 4poTy. 3 Lboro
MOMEHTY MOYMHAETbCS MNPOLLeC 3BapOBaHHS, OAHOYACHO BIAMPaLbOBYETLCSH YHKLis
NAaBHOrO BUXOAY Ha pexum 3BaploBaHHA 3a Yac [t.uP], a Takox MOXyTb
BiZNpaLboBYBATUCS J04aTKOBI PyHKLIiT (Hanpukaag, iMNybCHUIN pexum), BCe Le 3rigHo 3
LMK/IOM 3BaploBa/ibHOro NPoLLecy HaBeAeHOro Ha uukaorpami n.g.1. Micnsa BignyckaHHA
KHOMKW BiANPaLboBYETbCA PYHKLiS MAABHOrO CNajaHHs CTPYMy Ta WBMAKOCTI nogaui
ApOTY 3a yac [t.dn], noTim Axepeso BUMUKAETbCSA. Jani BignpaLboByeTbCA GyHKL s nicas-
NpoAyBKM rasoM 30HW 3BaptoBaHHA 3a 4ac [t.Po] (i3 3aTpUMKOK 3aKpMBAETHLCA KanaH
rasy).
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5.2 LMK/1 3BBAPIOBAJIBHOTIO NMPOLECY - MIG/MAG - 4T
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MopsAoK 3MiHM 3Ha4YeHHs Byab-aKol GyHKUIT AMB. y N.6.1.

5.2.1 QYHKLUIA KHONKU HA MAJIbHUKY - 4T ta anbT.4T

a) CBITOBWI CTAHAAPT PEXUMY KHOMKKU — 4T

6) a/IbTEPHATUBHUIN PEXUM KHOMKU - anbT.4T

3acTOCOBYETLCS NPU 3BaptoBaHHi AoBrux weis. OyHKLis noasrae B HaCTynmHOMY:
Mpu MepLIOMY HAaTUCKaHHI KHOMKW Ha MaJibHUKY CUIHaA KepyBaHHA HagxoauTb y 610K
YNpaBAiHHSA, BiANPaLboBYETbCS (YHKLiA Nepes-npoAyBKM ra3oM 30HW 3BaplOBaHHSA
(BiAKPMBAETLCA KNAMNaH rasy), Nic/ia Neplioro BijnyckaHHA KHOMKW MNOAAETLCA CUrHaA Ha
BKJIIOYEHHSA JKepesia 3BaploBa/ibHOro CTPYMY i ABUIyHa MexaHi3My nojadi ApoTy. 3 Lboro
MOMEHTY MOYMHAETLCS MpoLec 3BaptoBaHHA. OAHOYACHO BiAMNPaLbOBYETLCS QYHKL A
NAaBHOrO BUXOAY Ha pexXxum 3BaploBaHHA 3a 4vac [t.uP], a Takox MOXyTb
BiZANpaLboByBaTUCS J04aTKOBI GYHKLT (HAaNpWUKAaZ, iIMNYIbCHUIA peXxXuM), BCe L 3riZHO 3
LMK/JOM 3BaploBa/IbHOrO MpoLuecy HaBeAeHOro Ha uukaorpami n.g.2. [licaa apyroro
HaTUCKAHHA KHOMKM Ha MaJibHWKY, BiAMNpaLboBYeTbC O YHKLiS MNJaBHOrO CnajaHHS
Hanpyru Ta WBUAKOCTI NoAadi ApoTy 3a yac [t.dn], noTiM AXXepeno cTpyMy BUMUKAETLCS.

Micha apyroro BignyckaHHsA KHOMKK BiANpaLboBYETLCSA GYHKLiA NiCAS-NPOAYBKM
rasoMm 30HM 3BaploBaHHA 3a Yac [t.Po] (3 3aTpnMKOI0 3aKpMBAETLCA KaanaH rasy).

B a/nbTepHAaTMBHOMY peXuMi KHOMKM anbT.4T cucTeMa MPOMyCcKae Apyrun TakT
(nepwe BiAMYCKAHHA KHOMKKM), LUWM i BIAPI3HAETbCA BiA CBITOBOrO CTaHAApPTY 4T.
MoscHMMO: B AaHOMYy BMMNAAKYy CUCTEMa He YeKaE MepLlloro BiAMyCKaHHA KHOMKK Ha

PATON StandardMIG DC MMA/TIG/MIG/MAG -20-



FPATON

MajsibHUKY, @ MOMEHTa/IbHO Micas BiAnpaytoBaHHA QYHKUIT nepes-nposyBK1 ra3oM 30HM
3BaptoBaHHA 3a 4vac [t.Pr] noumHae npouec nignantoBaHHA AyrM — L& aHa/lor4yHO AK B
pexumi kHonku 2T. MNpun LbOMy NicAA NepLIoro BiAMYCKaHHA NpoLec 3BaploBaHHA TPUBAE
6e3 3MiH. JaHui pexum HagaeTbcs komnaHielo PATON sk 60HYCHWMI, BUKOPUCTOBYBATH
TiNIbky 3@ 6aXxKaHHAM, OCKiNbKW BiH Bi/ibL 3BUYHWUIA 3 nornsgy 6inbly 4acTOro BUKOPUCTAHHS
knieHTamu pexxumy 2T y KnacuuHKX HaniBaBToMaTax, 6isbl iHTYITUBHO 3pO3yMiNnii.

5.3 QYHKUIA IHAYKTUBHICTb

Lis ¢yHkuia HeobXigHa ANA 3MIHM LWBWAKOCTI HApOCTaHHSA CTPYMy MpPWU 3MiHi
Hanpyru Ayru. B pe3sy/nbTaTi 3MeHWYETbCA pO36PU3KYBaHHA, ase Lie TakoX BM/IMBAE Ha
npoLec kpanasnepeHocy, Wo Npmn3BOAUTbL Ha BUCOKMX 3HAYEHHAX CTYMNeHs iHAYKTUBHOCTI
4O YMOBINbHEHHA MpoLLecy 3BaplOBaHHA Ta CWIbHOMO 3MEHLUEHHA 4acTOTW MepeHocy
Kpanesb. 3MiHIOIOUYM 3HAYeHHs Ui€l YHKUi, KOXeH KOpUCTyBa4y Moxe Bubpatu
ONTUMa/IbHUIM NpoLLeC 3BaploBaHHs. B 0OCHOBHOMY MiHiMasibHi 3HaYeHHS 3aCTOCOBYIOTHCA
AN5 3BaplOBaHHA TOBLLMH BisibLle 3 MM, @ MakCMMasIbHi 3HaYeHHS A5 TOHWMX BUPOobiB.

3a 3aMOBYYBaHHAM, iHAYKTMBHICTb BCTAHOBJIEHA Ha 3HayeHHi “OFF”, TobTO
BCTQHOBJ/IEHA HA HY/bOBOMY CTyneHi. [Mopagok 3MiHM 3HayeHHs 6yab-akoi ¢yHKuiT y
MOTOYHOMY peXxuMi 3BaptoBaHHA AMB. y N.6.1.

5.4 ®YHKLIA NEPEA-NPOAYBKU 3AXUCHUM FA30OM

Lis $yHKuis HeobxigHa AN 3aXWUCTy 30HW 3BaplOBaHHA Bij WKIAJIMBOrO BR/AMBY
atMocdepHOro noBiTps i noasra€e y nonepesHbLOMy NPOAYBaHHI 30HM 3BapOBaHHS
3aXMCHMM rasoM nepe/ 3ana/iloBaHHAM 3BaploBasibHOI Ayrn. 3a 3aMOBYYBAHHAM 4ac
nepea-npoAyBku [t.Pr] BCTAHOBNEHO Ha 3HAYEHHI 0,1 CeK., Le 3HaYeHHs MOXHa B Oyab-
AKUMA MOMEHT 3MIHUTU Ha CBiX po3cyA. MopsAoK 3MiHM 3HauyeHHs Byab-AKol GyHKUIT y
MOTOYHOMY PEXMMI 3BaplOBaHHS AMB. Y N.6.1. MOXHa BUKOPUCTOBYBATU JiBUIA iHAMKATOP
J)Kepena Ta npaBuii iHgMKaTop 610Ky nogadi ApoTy.

5.5 YHKLIA NICAA-MPOAYBKU 3AXUCHUM FA30OM

La ¢yHKkuUis nonsrae B nogasbwoMy MPOAyBaHHI 30HWM 3BaplOBaHHSA 3aXWUCHUM
rasom Micaf 3racaHHsA 3BaploBa/ibHOI Ayrk, OCKiJIbKM po3nedyeHa 3BaploBajibHa BaHHA e
AesaKkni yac 60iTbca WKigAMBOro BNMBY aTMOCHEPHOro NoBiTPS. 3a 3aMOBYYBaHHSAM, Yac
nicns-npoayBku [t.Po] BCTAHOBNEHO Ha 3HAYEHHS 1,5 CEK., L& 3HAYEHHS MOXHa B Oyab-
SKMA MOMEHT 3MIHUTM Ha CBi po3cya. MopAaAoK 3MiHM 3HaYeHHs Oyab-AKkoi byHKUiT y
MOTOYHOMY PexMMi 3BaptoBaHHA AMB. y N.6.1. MoXHa BUKOPUCTOBYBATW NiBUIM iHAMKATOP
Z>Xepena Ta npaBui iHgmKaTop 610Ky nogavi ApoTy.

5.6 OYHKUIA HAPOCTAHHA HAMNPYIU/WULBUAKOCTI MOAAYl HA NMOYATKY
3BAPIOBAHHA

La ¢yHkuia HeobxigHa ANS NAABHOTO BMXOAY HA PeXWM 3BaploBaHHA 3a
BCTQHOB/MEeHWUM u4ac [t.UP], Wo 3MeHWye po3nieckyBaHHs 3BaploBasbHOI BaHHM Ta
po36pU3KyBaHHA B MOMEHT NiANany, KOAW ApPIT We X0N0AHUNA. 36isblieHNI Yac NaaBHOro
BUXOAY 3aCTOCOBYETHCS AJ1F NOYAaTKOBOro GOPMYBaHHS BaHHW.
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YBATA! Yum 6inblunii yac HapOCTaHHA — TUM MEHLLWIA NOYaTKOBWI NpoBap, TOMY
3aCTOCOBYETbCA TiIbKM ANA CepeAHiX Ta AOBrMX LWBIB. 3 Li€i NpMYMHM He noTpPibHO
36inbLyBaTH Yac bisiblie 0,1 Cek. NPU 3BaptOBaHHI TOYKaMu TOLL,O.

3a 3aMOBYYBaHHAIM, 4aC HApPOCTAHHS BCTAaHOB/EHO Ha 3HauyeHHi “OFF”, TobTo
BUMKHEHO. [opsa0K 3MiHM 3Ha4YeHHs By b-aKoT GYHKLTy MOTOYHOMY pexuMi 3BaptoBaHHS
AVB.y n.6.1.

YBATA! lMpu 3BaploBaHHi CTasieBUM ApOTOM Yac HapocTaHHs [t.uP] Ha axepeni
mMae 6yTn abo piBHUM, abo Tpoxu MeHLe Hix Ha 6aoui nogaui gpoTy. MNpu 3BaptoBaHHi
a/IlOMiHIEBMM pOTOM Yac HapocTaHHsA [t.UP] Ha axepeni mae 6yt binbwum (+0,2..+0,5
cek.) Hix Ha 610w nogavi ApoTy.

5.7 OYHKLUIA CNAAAHHA HAMPYTU/WUBUAKOCTI MOAAYI B KIHLI 3BBAPIOBAHHSA

Lis dyHKUis npyu3HaYeHa 415 NIABHOMO 3aBaplOBaHHSA KpPaTepa, L0 YTBOPIOETHCA B
3BaploBa/IbHiM BaHHI MiA Ai€l0 e/1eKTPOMarHiTHOro AyTTA eNeKTPUYHOI Ayrow | B
nogasblUoMy € Axepesiom AedeKTis 3BaptoBasibHOro Wwea. CUrHaoM 40 noyvaTky GyHKLi €
BiZiNYCKaHHA KHOMKM Ha MaJibHUKY B KiHLLi NpOL,eCcy 3BaploBaHHS, MpU LibOMY PyX NaslbHMKa
HeobXifHO MpUNUMHUTK | 3aBaptoBaTh AMKY (Le i € KpaTep) y 3BaptoBa/ibHOMY LWBi. 3a
perytoBaHHs MNAaBHOCTI LbOro npouecy BiAMOBIA3E 4Yac cnagaHHsa Hampyru [t.dn] y
J)Kepeni 3BaploBasibHOMO CTPYMY, i Yac CnaZaHHA WBUAKOCTI nogadi ApoTy [t.dn] 610Ky
noaadi Apoty. [ns KopekTHOI poboTw Lji 3HaYeHHsA MatoTb 36iraTucs. 3a 3aMOBUYYBaHHSAM,
3HaYeHHs BCTAHOB/IEHO Ha 0,1 cek., TO6TO PpakTUUHO MOXe BUMKHeHO. Lle 3HaueHHs MOXHa
3MiHIOBaTW Ha CBIill po3cyA, NMOPSAOK 3MiHM AMB. y M.6.1.

YBATA! lMpu 3BaptoBaHHi CTaneBMM APOTOM yYac crnagaHHsa [t.dn] Ha gxepeni
cTpymy mae 6ytn abo piBHuM, abo Tpoxu binbwe Hix Ha 6aoui nogadyi ApoTy. Mpwu
3BaploBaHHi a/lOMIHIEBMM ApPOTOM Yac cnaZaHHs [t.dn] Ha gxepeni Mae 6yt mMeHWUM (-
0,3...-0,7 CeK) Hix Ha 6oui nogauvi gpoTy.

5.8 ®YHKL|I1 3BAPIOBAHHA IMMNY/IbCHOO HAMPYTOKO

Lis $yHKuUis npu3HavyeHa A1 MOJIerweHHst KOHTPOJIIO 3BaploBasibHOro npouecy y
MPOCTOPOBMX MOJIOXKEHHAX, BIAMIHHMX BiJ HMXHbLOrO, a@ TaKOX MNPV 3BaplOBaHHI
KONbOpOBMX MeTaniB. BnauB BigbyBaeTbca 6e3nocepeAHbO Ha  nepemillyBaHHS
pO3M/IaB/NeHOro MeTany LWBa, WO B CBOK 4Yepry BM/JMBAaE Ha ¢opMmy wWBa. A TaKoX
BiAOyBa€ETbCH NPUMYCOBMIN BN/IMB Ha MepeHeceHHst KpanJi y 3BaploBasjibHy BaHHY, WO B
CBOIO Yepry BM/MBaE Ha cTabinbHicTb npouecy. AK i B iHWKWX BMAAX 3BaplOBaHHS, Len
rnpoL,ec neBHOIO MipOIO 3aMiHIOE Pyxu pyku 3BaptoBasibHMka. OcobanBoO Lie BaX/MBO npu
3BaplOBaHHi y BaXKOAOCTYMHMUX Micusx. Biag npaBuabHOCTI HanawTyBaHHS AaHOT GyHKLIT
3a71eXUTb He Tifbku GopMa, a M AKICTb GOPMYBaHHS LWBA, TOOTO 3MEHLLIYETHCS UMOBIPHICTb
MOSIBU MOP i 3MEHLLYETLCS 3ePHUCTICTb CTPYKTYPH, WO Le 36inbluy€e MiLHICTb 3BapHOro
3'€AHaAHHSA.

Ans peanizauii uiei GyHKUii B AXepeni 3BaploBaNbHOro CTPyMy MOTPiBHO
BCTAHOBWUTW TpW napameTpu: cuay nynbcauii [Po.P], wactoty nyabcauii [Fr.P] i
cniBBiAHOWEHHA iMNyabc/nay3a (abo «wnapyBaTicTb») [dut]. 3a 3amMoBYyBaHHAM cCuia
nynbcauii [Po.P] Ak knto4oBWiA NnapaMeTp 3HaxoauTbCs y nonoxeHHi “"OFF”, To6To ¢yHkuis
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BMMKHeHa, a 4YactoTa nysabcauii [Fr.P] Ta «wnapysaTicTe» [dut] Ha HaMnowunpeHimx
3HayeHHsax 20 My Ta 50% BignoeigHo. o6 yBiMKHYTU dyHKLiO 40CTaTHBO BCTAHOBUTU
cuny nynbcauii [Po.P] binble Hyns, Lei napameTp 3aJa€TbCA Y BiCOTKOBOMY BUPaXeHHI
Bi/, MOTOYHOI OCHOBHOI BCTAHOBJ/IEHOT 3BapOBaJIbHOI HAMpPYT L.

Mpuknaa: 3saptoBaHHA APOTOM 0,8 MM, BCTaHOB/IEHA LWBWUAKICTL NOAaYi APOTY 5,5
M/xB. Ta «wnapysaTicTe» [dut] = 50% 3a 3aMOBYYBaHHSAM.

PesynbTtat: Hanpyra Axepena nyibCyBaTuMe Big 14,4V A0 21,6V 3 4acToTOK 20
u, iMAyAbCKM MaTUMYTb piBHY GOPMY ik MO aMMAITYAi, Tak i 3a Yacom.

MapameTp "WwnapysaTicTb" 33 3aMOBYYBaHHSIM BCTAHOBJEHUM Ha 50%, 3MiHa
LbOr0 3HaYeHHA BHOCUTb aCMMETPIl0 MiXX 4acoM iMMy/bCy Hanmpyrun Ta 4Yacom "naysu"

Hanpyru:
3a 3aMOBYYBaHHAM
"wnapyeatict" [dut] = 50% " wnapysaTicTb" [dut] = 20% " wnapysaTicTh" [dut] = 70%
LA LA 1A|
50% | 50% Igl 80% |_| I—l 70% EI I—
o ™
t,cex t,cex t,cex

AnapaT npu LUbOMYy 3pearye TaK, LWO CepeAHi piBeHb Hanpyru nig uac
3BaploBa/ibHOrO npouecy 6yAe Ha PpiBHi  BCTAHOB/NEHOrO OCHOBHOIO  3HaYeHHs
3BaptoBasibHOT Hampyru 18V (ak i 6yno 3agaHo), BiAMOBIAHO | TEN/OBK/A3jaHHSA B
3BaploBa/IbHUM WOB byAe Ha piBHI THX e 18V, asne cTabifbHICTL 3BaplOBaIbHOMO NpoLLecy
BaHHM Ta NpoBap 3MiHATbCA. Lle Ayxe Bax/MBa ymMOBa A1 TOYHOI OLLiHKM KOPUCTYBayYeM
TenJI0BK/NaaHHA Y 3BaploBasibHy BaHHY, HamnpuKAaj, MOPIBHIOKYM 3 iHLIOK OCHOBHOIO
Hanpyroto 6e3 iMnNy/IbCHOro pexumy.

AKLLO CTOITb 3aBAAHHA CaMe 3MEHLMWTUW TeN/0BK/IaaHHA B LWOB, 33 40MNOMOrolo
iMNYbCHOrO PEXWUMY, HaNPUKAaJ NPy 3BaploBaHHI TOHKMX METaNIB, TO 40CUTb 3MEHLIUTH,
OCHOBHY Hanpyry Axepena, npu LbOMy aMnAiTyAa iMAyabCiB i Nays, BCTAHOB/IEHI paHilue,
aBTOMATUYHO MiANALTOBYBAaTUMYTbCS Mig L0 HaMpyry, BiANOBIAHO KOpPUCTYBay Byge 4iTko
PO3yMIiTH, HACKINIbKM 3MEHWMWAOCA MOTOYHE TEM/J0BK/A3AaHHA B LIOB MOPIBHAHO 3
nonepeAHiM pexuMMoM, OZHOYACHO 3MiHIOYM B byab-akii kombiHauil cuny Ta
«LUNapyBaTiCTb» IMNYAbCIB A5 OTPUMaAHHSA NOTPiIbHOro npouecy. 3aBAaHHA Le He NpocTe,
TOMY LLO PeryoTbCsa Bigpa3sy Kisibka napameTpis.

JaHi napameTpu BCTaHOBIOIOTLCA Y PI3SHMX CUTYaLifIX NO-Pi3HOMY, BiANOBIAHO 40
BMMOTI 3BaptoBasibHMKA. MopsaAoK 3MiHM 3HaUYeHHS byAb-aKoT GYHKLiT Y NOTOYHOMY pexuMi
3BaploBaHHA AMB. y n.6.1

5.9 ®YHKLIS1 YBIMKHEHHSA TA BUMKHEHHA ABUT'YHA BJIOKA NOAAMI

Lle pgoaaTkoBa OyHKLIA ANF MOXAMBOCTI BUMKHYTU poboTy ABuryHa 6.s0ka
nogauyi. BoHa Moxe He 6yTn B MeHIO, Tak fIK 3@ HAsiBHOCTI 3B'sI3KY MidX 6/10kaMK ynpaBiHHS,
anapaT caM MPUINMAE PilleHHs MPO BK/HOYEHHSI Ta BUMKHEHHSI ABWUIYHa B KOHKPETHOMY
peXuMi 3BaproBaHHSA. AKWLO TaKWMIM MYHKT B MEHIO MPUCYTHIK, TO A4/19 NpaBuibHOI poboTu
HaniBaBTOMaTa L,eli napaMeTp NOBUHEH 3aBX AW 6yTn B Noa0XeHHT «ON».
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6. BUBIP TA HAJIALUTYBAHHS ®YHKLIV ANAPATY

B ctaHAapTHOMY cTaHi (KOAM A0 KHOMOK Ha MepejHill naHeni He TOPKalTbCSA),
anapaT Ha eKpaH JXepena 3BaploBasbHOrO CTPyMy BMBOAUTb 3HAYEHHA OCHOBHOrO
napameTpa NOTOYHOrO Pex1My 3BaploBaHHS:

1) y pexxumMi MMA — 3BaptoBanbHUA CTpYM;
2) y pexxumi TIG — 3BaptoBaibHUI CTPYM;
3) y pexxumi MIG/MAG — 3BaptoBaibHa Hanpyra.

Ha niBomy ekpaHi B MOMeHT 3BaptoBaHHa “MIG/MAG" BigobpaxaeTbcs noTouHe
3HaYeHHA CTPYMy, WO BUWLLIO B pe3y/bTaTi HacTynHWX ¢akTopis: AiameTpa A4poTy, WO
BMKOPWUCTOBYETbCSA, BCTAHOB/JIEHOrO 3HAYeHHSA Hanpyrn Ha JXepeni, BCTaHOB/IEHOI
WBMAKOCTI MOoAadvi APOTY Ha MexaHi3Mi Mojadvi, BUKOPUCTOBYBAHOro rasy, maTepiany i
TOBLYMHN BMPOBY, WO 3BAPIOETLCSA i i T.4. 3HAUEHHS MOKA3YETbCA NPOTAroM 8 cek. micas
3aKkiHYeHHs1 3BaploBaHHA — Le NOTPIGHO AN MOX/IMBOCTI CAMOCTIMHOI NepeBipku CTPyMy
3BaploBa/IbHMKOM, 6€3 CTOPOHHLOI AOMOMOru. A Ha ekpaHi MexaHi3My nogadi 3 npaBoro
6oky B ubomy pexumi “MIG/MAG"” BMBOAUTBCS 3HAYEHHS LWBUAKOCTI nogadi ApoTy B
"m/xB".

KHonka 3 Ha nepeAHilt naHeni anapaTa Bignosigae 3a Bubip ¢yHkuil gxepena B
MOTOYHOMY peXMMi 3BapIOBAHHSA, @ KHOMKAa 11 3a BUOIp dyHKLiT 610Ky nogaui B pexumi
MIG/MAG.

KHonka 4 Ha nepeZHilt naHeni BiANoBiAa€ 3a BUBip pexxMmy 3BaptoBaHHS.

KHonku 1 Ha nepegHin naHeni gxepena CTpyMy BiANOBIAAOTb 3@ 3MiHY MOTOYHOMO
3HaYeHHs Ha eKpaHi 3AiBa.

KHonku 7 Ha nepegHiii naHesi 610Ky nogauvi BiANOBIAaOTb 3@ 3MiHY MOTOYHOMO
3HaYeHHs Ha ekpaHi 610Ky nogaui.

6.1 NEPEK/IIOYEHHA HA HEOBXIAHY OYHKLIHO

fAkwo B anapaTi BCTAaHOB/IEHO CUCTEMY 3aXUCTY BiJ, HECAHKLiOHOBAHOro AOCTYMNy
A0 MeHo PyHKLiM, NPU HAaTUCKaHHI Ha KHOMKY 3 Ha iHAMKATOPi He BiAbOyBa€eTbCA XOAHMUX
3MiH, TobTO us kHomka 3absokoBaHa. LLlob6 po3bnokyBatn, HeobxisgHO yTpumyBaTu il
HaTUCHYTOMY cTaHi b6isible 3,5 cekyHa. Mpu po3bsiokyBaHHI, Ha iHAMKATOP BUBOAWUTLCS
306paxKeHHs 3aMOYKiB, L0 BiKPUBAIOTLCS, WO BKa3ye Npo rnpouec po3610KyBaHHA MeHIo
byHkuin. Micas ycniwHoro po36/0KyBaHHS, MPU HAaTUCKaHHI KHOMKK 3, Ha LubpoBMi
AWUCnAen BUBOAUTBLCSA MOTOYHA Ha3Ba byHKLiT Ta T 3HaUYeHHS.
YBara! lMicas BignyckaHHS KHOMKM 3 Yepes 2 CeKyHAMW eKpaH 3HOBY nepenze Ha OCHOBHUM
napameTp NMOTOYHOrO pexumy 3BaptoBaHHs. Moku aAncnaen Nokasye NoTouHy yHkuUito, i
3HaYEHHS MOXHA 3MIHUTK y 6inblly abo MeHLy CTOPOHY, 3a AOMOMOrol KHomnok 1. Mpwu
WBMAKOMY HaTUCKaHHI Ta BiAMyCKaHHi Ha KHOMKW 3 MOXHa NepeMUKaTUCA Ha HacTymHy
dyHKuito Mo koAy.
YBara! Akiwo A0Bro yTpvMyBaTh KHOMKY 3 Y MOMEHT po3riszy HavMeHyBaHHA byHKLii,
NpMb/AM3HO Yepe3 10 CekyHA, Ha UMPpoBoMy Tabno NOYHETHCA 3BOPOTHUW BiAAIK
333...222...111, KU NOMNEPEeZKAE NPO CKUAAHHSA BCIX HANALUTYBaHb MOTOYHOMO PEXUMY.

AHanoriyHo, Npy HaTUCKaHHI KHOMKWM 11 Ha UMPPOBMM iHAMKATOP NpaBopyd
BUMBOAUTLCA rpadiyHa Ha3Ba MoTouHOi yHKLiT 610Ky mogavi ApoTy, a Bigpasy nicas

PATON StandardMIG DC MMA/TIG/MIG/MAG -24 -



FPATON

BiMyCKaHHA NPOTArOM 2 CeKyHJ MOKa3yeTbCs MOTOYHE 3HauveHHs Liei PpyHKuil. 3a
/L0MOMOr 010 KHOMOK 7 MOro MOXHa 3MiHUTK B MeHLy abo 6inbluy CTOPOHY.

Akwo MeHio 3abnokoBaHe, AK i y BUNaAKy 3 MeHo OYHKLiIN Ha gxepeni —
A0CTaTHLO YTPMMATU LLIO KHOMKY MOHaJ, 3,5 CeK.

6.2 MEPEK/IIOYEHHA HA HEOBXIAHI/II‘/'I PE>XXM 3BAPIOBAHHA
HaTuckaHHS KHOMKWM 4 MPU3BOAMTL A0 MEPeK/oYeHHS Ha HACTYMHUM PexXunm
3BaptloBaHHs No kosy. Lle BUAHO Ha gucnaei 2 Ha nepegHiv naHeni.

6.3 CKMAAHHSI HANAWTYBAHb BCIX ®YHKUIA MOTOYHOrO PEXUMY
3BAPIOBAHHA

MoxyTb BifbyBaTUCS CUTyauil, KOAM NapaMeTpu B anapaTi TPOXW 3aniyTanu
KopucTyBaya. s Toro wob ckMHyTH iX A0 CTaHAaPTHUX 3aBOACLKMX, 4OCUTb YTPUMYBaTH
6e3nepepBHO KHOMKY 3 NPOTArom binblue 10 ceKyHA (He 3BepTaTu yBary Ha 306paxKeHHs
3amoukiB). Ha Tabs10 noyHeTbCs 3BOPOTHUM Bif/iK 333...222...111 | NpPU A0CATHEHHi "000"
BCi HaNalWTyBaHHS MOTOYHOIO PEXMMY 3BaploBaHHA OyAyTb OHOBJEHI Ha 3aBOACHKI.
CkuMAaHHs napameTpiB AN KOXHOIO peXuMy 3BaploBaHHA pobaaTbca okpemo. Lle
3pob6sieHO ANs 3pYYHOCTI, W06 He CKMHYTWU IHAMBIAYaNbHI HANALITYBaHHA B ABOX iHLWIMWX
pexunmMax.

AHaNOriYHO, MOXHA CKMHYTW napameTpu Ha 6a0Li nogadyi 4poTy 3a 40OMNOMOro
KHOMKM 11.

6.4 3SMIHA HOMEPY NMPOIrPAMU Y MOTOYHOMY PEXXMMI 3BAPIOBAHHA

Y koxHoMy pexwumi 3BaptoBaHHst MMA, TIG i MIG/MAG anapat moxe 36epirati 40
16 pi3HMX BapiaHTIB HanawTyBaHb. [lOTOYHWI HOMep HanalWTyBaHHA (Mporpamu)
Bif0OpaXaETbCs Y BEPXHbOMY MPaBOMY KyTi iHAMKATOPA, WO 3HAaXOAUTbCA Ha MepesHil
naHeni gxepena cTpymy. ¥ MOMEHT NepLIoro yBiMKHEHHS anapaTa, A1 KOXHOro pexumy
3BapIOBaHHA, 3aBXAM BMBOAUTLCA Nnporpama nig N21. Yci 3MiHu B HanalwTyBaHHi anapaTta B
AQHOMY peXwuMi 3BaploBaHHA Ta MOTOYHOMY HOMepi nporpamu 3bepiratoTbesi. LLo6
nepenTyn Ha iHWKIA HOMEep NPOrpaMu i NOYaTU HaalITYBaHHA 3HOBY 3 6a30BUX NapameTpiB,
AOCTaTHbO HAaTUCHYTU KHOMKY 3 i fKWO MeHio BMbopy ¢yHKUiN 3ab6s0koBaHO, TOAiI Ha
iHAMKaTOp BUBOAMUTLCS MOTOYHUIN HOMEP NPOrPamMK, SKMUM MOXHA 3a J0MOMOroL0 KHOMOK 1
3MIHUTK Y 6inblly abo MeHWy CTOpPOHY. Ko MeHlo BUbOpy yHKLUIi He 3abiokoBaHe,
HanpukAaz, KOpUCTYBay sKpas nepes UUM 3MiHIOBaB 40AATKOBI napameTpu GyHKLUin, To
HeobxigHO 3abs0KyBaTM MeHio BUbOpPY GyHKLIA 33 AOMNOMOrOI YTPUMAHHS KHOMKW 3
6inble 3,5 cek. Tak camo fK i npu po36s10KyBaHHi, Ha iHAWKaTopi ByayTb BigobpaxaTucs
3aMKM, Wo 3akpuBatoTbes. [Micns 3akiHYeHHs Uiel onepauii MeHlo byze 3a6/710KOBaHO i
Ternep MOXHa 3HOBY NMOBTOPUTK CNpPoby 3MiHWM HOMepa NPOrpamMu 3a J0MOMOrol KHOMKM 3.
Mpw uboMy BCi NapameTpu nonepeaHboi nporpamu byayTb 36epexeHi i 40 Hel 3aBXAM
MOXHa NoBepHYTUCA 3HOBY.
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7. 3ATAJIbHUM CMUCOK | NOC/IIAO0BHICTb OYHKLIN
Pexwum 3BaptoBaHHs "MMA"
0) [-1-] - ocHoBHWI NapameTp CTPYM = goA (3a 3aMOBYyBaHHsIM)
a) 8 ... 160A (kpok 3MmiHu 1A) ana StandardMIG-160
6) 10...200A (Kpok 3miHK 1A) ana StandardMIG-200
B) 12...250A (KpokK 3MmiHu 1A) ans StandardMIG-250
r) 12 ... 270A (kpok 3miHn 1A) gnqa StandardMIG-270
4) 14...350A (Kpok 3miHK 1A) gns StandardMIG-350
1) [H.St] cuna "Tapsiyoro ctapTy"” = 40% (3a 3aMOBYYBaHHAM)
a) o[OFF] ... 200% (kpok 3miHun 5%)
2) [t.HS] vac "Mapsayoro cTapTy" = 0,3 cek. (3a 3aMOBYYBaHHAM)
a) 0,1 ... 1,0 ceK. (KpOK 3MiHW 0,1 CeK.)
3) [Ar.F] cuna "®opcaxy agyrn" = 40% (3a 3aMOBYYyBaHHAM)
a) o [OFF] ... 200% (kpok 3miHu 5%)
4) [U.AF] piBeHb cnpauboByBaHHA GyHKUiIT «Popcax gyru» = 12V (3a 3aMOBUYYBAHHAM)
a)9 ... 18V (Kpok 3MiHK 1V)
5) [BAH] Haxnn BonbTamnepHOT XapakTepucTukm = 1,4V/A (3a 3aMOBYYBaHHAM)
a) 0,2...1,8V/A (Kpok 3miHK 0,4V/A)
6) [Sh.A] 3BaptoBaHHs KopoTkoto Ayroto = OFF (3a 3aMoBUYyBaHHAM)
a) ON —yBiMKHeHO
6) OFF — BUMKHeHO
7) [BSn] 6510k 3HMXEHHS Hanpyru xonocToro xogy = OFF (3a 3aMoBUYyBaHHAM)
a) ON —yBimMKHeHO
6) OFF — BUMKHeHO
8) [Po.P] cuna nynbcauivi ctpymy = OFF (3a 3aMOBYYBaHHAM)
a) o[OFF] ... 80% (kpok 3miHu 5%)
9) [Fr.P] yactoTa nysnbcayin ctpymy = 5,0 'l (3a 3aMOBYYBaHHAM)
a) 0,2...500 'y, (AMHaAMIYHWI KPOK 3MiHM 0,1 'L...1 L)
10) [dut] cniBBigHOLWEHHS iMMyAbc/nay3a (WnapyBaTicTb) — Lie BiACOTOK iMMYyAbCy CTPYMY
A0 nepioAy NPOXOAXEHHS LX iMAYbCiB = 50% (3a 3aMOBUYYBaHHAM)
a) 20...80% (Kpok 3miHK 5%)

Pe>xum 3BaptoBaHHA TIG

0) [-2-] ocHoBHMI napameTp CTPYM = 100A (32 3aMOBYYyBaHHsM)
a) 8 ... 160A (kpok 3miHK 1A) ans StandardMIG-160
6) 10...200A (Kpok 3miHK 1A) gna StandardMIG-200
B) 12...250A (Kpok 3MiHu 1A) ansa StandardMIG-250
r) 12 ... 270A (kpok 3miHn 1A) agnqa StandardMIG-270
') 14...350A (Kpok 3MmiHu 1A) ana StandardMIG-350

1) [t.uP] yac HapocTaHHs cTpymy = OFF (3a 3amMOBYYyBaHHAM)
a) o [OFF] ... 15,0 cek. (KpOK 3MiHW 0,1 CeK.)

2) [Po.P] cuna nynbcauivt ctpymy = OFF (33 3aMoBUYyBaHHSM)
a) o[OFF] ... 80% (kpok 3miHu 5%)
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3) [Fr.P]yacToTa nyabcauin cTpymy = 10,0 'L, (33 3aMOBYYBaHHAM)

a) 0,2...500 'y, (AMHAMIYHWI KPOK 3MiHM 0,1 'L...1 L)
4) [dut] cniBBigHOLWEHHS iMNyAbc/naysa (lWnapyBaTicTb) — Lie BiZCOTOK iMNY/IbCy CTPYMY 4,0
nepiogy NPOXoA>XeHHs LUX iMMybCiB = 50% (3a 3aMOBYYBaHHAM)

a) 20...80% (Kpok 3miHWN 5%)

Pexxum 3BaptosaHHs MIG/MAG
0) [-3-] ocHoBHUI NapameTp HAMPYTA = 19,0V (33 3aMOBYyBaHHsIM)
a) 12,0...24,0V (Kpok 3MiHu 0,1V) Ans StandardMIG-160
6) 12,0...26,0V (kpok 3miHu 0,1V) ans StandardMIG-200
B) 12,0...28,0V (Kpok 3MiHu 0,1V) ans StandardMIG-250
r)12,0...29,0V (kpok 3miHu 0,1V) ans StandardMIG-270
) 12,0...30,0V (Kpok 3MiHu 0,1V) ana StandardMIG-350
1) [But] pexxnm kHOMKM Ha naabHUKY = [2T] (3a 3amOBYyBaHHAM)
a) [2T] — pexum KHOMKKU Ha NasbHUKy 2T
6) [4T]— cTaHAAPTHUIN PEXMM KHOMKM Ha NanbHUKY 4T
B) [a/1bT.4T] — aNbTepHATUBHUMN PEXUM KHOMKW HA NaNbHUKY 4T
2) [Ind] iHgykTMBHICTL = OFF (33 3aMoBYyBaHHsM)
a) o [OFF] ... 3 cTyniHb (KPOK 3MiHW 1 CTYMiHb)
3) [t.Pr] yac nepea-npoayBKM 3aXMCHUM ra3oMm = 0,1 CeK. (3a 3aMOBYYBaHHAM)
a) 0,1...25,0 ceK. (KPOK 3MiHM 0,1 cek.)
4) [t.Po] wac nicna-npoayBKKM 3aXMCHMM rasoM = 1,5 CeK. (3a 3aMOBYYBaHHAM)
a) 0,1...25,0 ceK. (KPOK 3MiHM 0,1 ceK.)
5) [t.uP] yac HapocTaHHA Hanpyrun = OFF (3a 3amoBYyBaHHAM)
a) o [OFF] ... 5,0 cek. (KpOK 3MiHW 0,1 CeK.)
6) [t.dn] yac cnagsaHHs HanNpyru = 0,1 cek. (3a 3aMOBYYBaHHAM)
a) 0,1...5,0 ceK. (KpOK 3MiHW 0,1 CeK.)
7) [Po.P] cuna nynbcauin Hanpyru = OFF (3a 3aMOBYyBaHHsIM)
a) o [OFF] ... 80% (kpok 3miHu 5%)
8) [Fr.P] yacToTa nysbcauin Hanpyru = 20 'y, (3a 3aMOBYYBaHHAM)
a) 5...500 'L, (kpoK 3miHM 1 L)
9) [dut] cniBBigHOLWEHHSA iMNyAbc/nNay3a (LWNapyBaTicTb) — Le BiACOTOK 6ifbluoro iMnyabcy
Hanpyru 4o nepiosy NpoXoA XeHHs LMX iMMy/1bCiB = 50% (32 3aMOBYYBaHHAM)
a) 20...80% (Kpok 3MiHW 5%)

Ha npaBomy iHAMKaTOpi MexaHi3My nojayi ApoTy:
0) [-1-] ocHoBHUI napameTp — LUBNAKICTb nogaui = 7,0 M/XB (33 3aMOBYYBaHHsIM)
a) 2,0...16,0 M/XB (KPOK 3MiHW 0,1 M/XB)
1) [But] pexxum KHOMKM Ha naabHKUKY = [2T] (3a 3aMOBYyBaHHSAM)
a) [2T] — peXxuM KHONKM Ha NasibHUKY 2T
6) [4T] — CTaHAAPTHUIA PEXMM KHOMKM HAa NaNbHUKY 4T
B) [anbT.4T] — aNbTepHATUBHUMN PEXUM KHOMKWU HA NaAbHUKY 4T
2) [Dru] yBimMK/BMMK. ABUrYyHa nogadi 4poTy = ON (3a 3aMoBYyBaHHAM)
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a) ON — yBiMKHeHO (3a HafBHOCTI 3B'Ai3Ky, anapaT CaM BKJ/IOYAE B PEXUMI
MIG/MAG)

6) OFF — BUMKHEHWI (33 HAasABHOCTI 3B'A3Ky, anapaTt caM BUMKKAE B pexumi MMA
Ta TIG)
3) [t.Pr] yac nepea-npoayBKM 3aXMCHUM ra3oMm = 0,1 ceK. (3a 3aMOBYYBaHHAM)

a) 0,1...25,0 ceK. (KPOK 3MiHM 0,1 CeK.)
4) [t.Po] wac nicna-npoayBKKM 3aXMCHMM ra3oM = 1,5 CeK. (3a 3aMOBYYBaHHAM)

a) 0,1...25,0 ceK. (KPOK 3MiHM 0,1 CeK.)
5) [t.uP] yac HapoCTaHHA WBMAKOCTI NOAaui APOTY = 0,1 CeK. (3a 3aMOBYYyBaHHAM)

a) o [OFF] ... 5,0 cek. (KpOK 3MiHW 0,1 CeK.)
6) [t.dn] yac cnagaHHs WBuAKocTi nogavi apoTy = OFF (3a 3aMoBYYyBaHHsIM)

a) o [OFF] ... 5,0 cek. (KpOK 3MiHW 0,1 CeK.)

8. PEXXMM POBOTW BI4 TEHEPATOPA
J>xepeno XuBneHHs npugaTtHe Aas poboTu Big reHepaTopa, 3a YMOBM:

Mig vac poboTtun SRR LIRS Mig yac po6oTK AiameTpom ApoT BILINERAE]
5 P cTpymy npu MMA i & P c pom Apoty MOTYXHICTb
€/1eKTpo0oM npu MIG/MAG

TIG reHepaTopa

2 He binblie 80A He binblie Po,6mMM 3,0 kVA

a3 He bifblie 120A He 6inbLe Jo,8Mm 4,5 kVA

[2)A He bisiblue 160A He 6inbLe J1,0MM 6,0 kVA

s He bisiblue 200A He 6inbLe J1,0MM 7,7 kKVA

@6 nerkona. He binblue 250A He 6inblwe &1,2MM 10,0 kVA

@6 nerkona. He binblie 270A He 6inblwe &1,2MM 12,0 kVA

26 20 350A He 6inblwe J1,4MM 16,0 kVA

Ans 6esBigmoBHOI poboTu! BuxigHa MixdasHa Hanpyra reHepatopa He TMOBMHHA
BMXOANTW 3@ AOMNYCTUMI MeXi:

-160-260V (ans mogenein StandardMIG-160/200/250);

- 320-440V Ans BCix Tpbox a3 (a5 mogenen StandardMIG-270/350).

9. AornaA 1 TEXHIYHE OBCJ/IYTOBYBAHHA

YBara! Mepeg TuM, AK BiAKpPUTM anapaT Aas NpodinakTukM, HeobxXiZHO BUMKHYTH
MOro Ta BiAKNIOUUTU Big Mepexi XMBAeHHSA. JaTn MOXIUBICTb PO3PAAUTICS BHYTPILLHIM
NaHutoraMm anapata (npubausHo 5 xB) | Auwe nicasa Uboro pobuTu iHwWi aii. Mpu
obcnyroByBaHHI BCTaHOBUTU TabnuKy, sika 3abopoHsAe BMMKaTK anapar.

Ans Toro, wob 36epertn amapaTt npaueszaTHUM Ha 6araTo pokiB, HeobxigHo
AOTPUMYBATUCA Ki/IbKOX NPaBuUA:
- MPOBOAWTM iHCMeKLilo 3 TexHikum 6e3neku y 3agaHi iHTepBanu uacy (aue. Po3sgin

»BKa3iBKM 3 TexHikn 6e3nekn”);
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- NPU IHTEHCMBHOMY BWKOPWUCTAaHHI PeKOMEHAYEMO pa3 Ha MiBpOKY npoAysaTu anapat
CyXMM CTUCHEHWM nosiTpaAM. YBara! lNpoayBaHHA 3 3aHaATO KOPOTKOI BiACTaHi MoXxe
MPW3BECTM [0 MNOLIKOAXEHHSA €/1eKTPOHHUX KOMMOHEHTIB;

- NPV BEIMKOMY CKYNYEHHI MUY NPOYUCTUTU KaHAIM CUCTEMU OXONOJXKEHHSA BPYUHY.

10. MPABU/IA 3BEPIFTAHHA

3aKoHcepBOBaHe Ta ynakoBaHe J)epeso 3BaploBafibHOrO CTpyMmy 3bepirath B
ymoBax 36epiraHHs 4 3a FTOCT 15150-69 CTPOKOM 5 POKiB.

PoskoHcepBoBaHe AXepesno MoBUMHHe 3bepiraTucs B CyXMX  3aKpUTUX
MPUMILLEHHAX 3@ TeMnepaTypu NOBITPsA He HWxye ntoc 5°C. Y npuMilleHHsX He Mae byTu
napy KNCNOT Ta IHWMX aKTUBHUX PEYOBUH.

11. TPAHCNOPTYBAHHA

3anakoBaHe AXepesio MOXe TPaHCNopTyBaTUCA BCiMa BMAAMWM TPaHCMOPTY, Lo
3abesneuytoTb Moro 6esneky 3 AOTPUMAHHSIM NpPaBW/ MepeBe3eHb, BCTAHOB/IEHWUX ANS
TPaHCNoOpPTY LibOro BUAY.

12. KOMMNJEKT NMOCTABKUA

1. [l>xepeno XuBEHHS 3BaptoBasIbHOT AYrY 3 MepeXHNM Kabenem —1uwrT,;

2. ®ipmosuii roppokopod PATON —1uwT,;

3. Kabenb 3BaptoBasbHUin 3 enektpogoTpumadem ABICOR BINZEL, 3m —1WT,;

4. Kabenb 3BaptoBanbHUM 3 knemoto "mMaca" ABICOR BINZEL, 3 m —1WT,;

5. ManbHWK HaniBaBToMaTMuHUA ABICOR BINZEL —1WT,;

6. LLIBUAKO3HIMHWIA NHEBMOPO3'eM —1wr,;

7. IHCTpyKUif 3 ekcnayaTauii —1wr,;
Jna modenell StandardMIG-160/200/250:

- POAMKK ANA CyuUinbHOro A4poTy (0,6-0,8; 1,0-1,2) — 2 KOMI,;
Jna modenell StandardMIG-270-400V:

- POAMKK ANA CyuUinbHOro A4poTy (0,6-0,8; 1,0-1,2) — 2 KOMI,;
- KOMMJIEKT KOJIC ANSt TPAHCMOPTYBaHHSA —1KOMnM.;
Ans modeneli StandardMIG-350-400V:

- POANKK A8 CyUinbHOrO A4poTy (0,8-1,0; 1,2-1,6) — 2 KOMTM.;
- POAMKM AN5 aAOMIHIEBOIO A4pOTY (0,8-1,0) —1KoMn.;
- KOMMAEKT KOJiC AN TPAHCMOPTYBaHHA —1 KoM,
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13. MPABUJIA TEXHIKW BE3MEKU

3ATAJIbHI MOJIOXXEHHA

3BaptoBasibHWI  anapaT BWIOTOBJIEHWM BIAMOBIAHO A0 TeXHIYHWX CTaHAapTiB Ta
BCTaHOB/IEHMX NPaBUA TexHikM be3neku. NpoTe Npu HempaBWILHOMY NOBOAXEHHI BUHUKAE
Hebe3neka:

- TpaBMyBaHHs 06C/1lyroByOHOr0 MepCoHasy UM TPeTbOi 0Coby;

- 3aN0AiAHHA WKO/M CAMOMY anapaTy YM MaTepia/lbHUM LiHHOCTAM NiANPUEMCTBA;

- nopyueHHs epekT1BHOro poboyoro npouecy.

Yci ocobu, ski noB'si3aHi 3 BBeAEHHSIM B eKCM/yaTalilo, KepyBaHHAM, JOr/s40M Ta
TEXHi4YHMM 06CNyroByBaHHAM anapaTy NOBUHHI:

- NpovTU BiANOBIAHY aTecTaw,ito;

- MaTW 3HaHHSA 3 3BaplOBaHHS;

- TOYHO AOTPUMYBATUCh L€l IHCTPYKL,il.

HecnpaBHOCTI, siki MOXYTb 3MeHLNTM 6e3neKky, MOBWHHI 6y T TEPMIHOBO YCYHEHi.

OBOB'A3KUN KOPUCTYBAYA

KopucTtyBay 3060B's3yeTbcsa gonyckaTu 4o pobiT Ha 3BaptoBa/ibHOMY anapaTi aule ocib,
fAKi:

- 03HAaNOMMUANCA 3 OCHOBHWMM MNpPaBWIaMU TeXHiKM 6e3neku, NPOMLLAM HaBYAHHSA 3
BUMKOPUCTAHHSA 3BaptoBasibHOro 061aHaHHS;

- npounTann posgin «MpaBuia TexHiku 6He3nekn» Ta BKA3iBKM LWOAO HEOHBXigHWMX
3anobixHUX 3ax04iB, HABEAEHMX Y LibOMY MOCIOHMKY, Ta Ni4TBEPAUTU LLe CBOIM NiZMMCOM.

OCOBUCTE 3AXNCHE OCHALLEHHSA

Jns ocobuctoro 3axmcty ocobu, siki NoB's3aHi 3 BBeAEHHAM B eKCrnyaTauilo, KepyBaHHAM,
JOrIAZ0M Ta TEXHIYHUM 06CyroByBaHHAM anapaTy NOBUHHI:

- HOCUTW MillHe B3yTTH, WO 36epirae i30nt0t04i BAACTUBOCTI, Y TOMY YMCAi Y BOJIOFUX
ymoBax;

- 3axumLLATV PYKU i30110I04UMK PyKaBUYKAMU;

- OYi 3axXMWATU 3aXMCHOK MAacCKOK 3 BIAMOBIAHWM CTaHAApTaM TexHiku 6e3neku
diNbTpoM NpoTU yAbTPadioIeTOBOr0 BUNPOMIHIOBAHHS;

- BUKOPUCTOBYBATM Ti/bKM BiZNOBiAHUIA BaXKO3aMMUCTUI OAAr.

HEBE3NEKA LWWKIAJMBUX F'A3IB | BUMNAPIB

- AWM | WKIAAMBI rasu, WO BMHUKAIOTb B Npoueci ekcnsyaTauyil anapaTty BUAAANTK 3
pobouyoi 30HK cneLianbHUMK 3acobamy;

- 3abe3neunTn 40CTaTHIN MPUNJIMUB CBIXOrO NOBITPS;

- napu PO3YMHHUKIB He MOBWMHHI NOTPANAATM 40 30HW BUMPOMIHIOBAHHS 3BaptoBa/IbHOI
AYTW.

HEBE3MNEKA BUJIbOTY ICKOP
- 3aMUCTi NpesMeTH HeobXxiZHO BUAANNTU 3 pobOYOI 30HY;
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- He AOMyCKalTbCA 3BaptoBasibHi PobOTM Ha EMHOCTAX, Yy fKMX 3b6epiraloTbcs un
36epiranuncs rasu, nasnbHe, HapTONPOAYKTU. € Hebe3neka BUOYXY 3a/IMLLKIB LiX MPOAYKTIB;
-y noxexoHebesneuyHnx Ta BMOyxoHebe3neuHWx MPUMILLEHHAX JOTPUMYBATUCh
0cob.amBKX NpaBW/, BiAMOBIAHO A0 HALLIOHANBHWUX Ta MiXXHAPOAHWX HOPM.

HEBE3MEKA HAMPYIY MEPEXI )KUBJIEHHSA | 3BBAPIOBAJZIBHOIO CTPYMY

- YPaxeHHs eNleKTPUYHUM CTPYMOM MOXKe ByTu CMepTebHUM;

- CTBOPEHi BUCOKOYACTOTHMM CTPYMOM MarHiTHi MO MOXYTb HEFaTUBHO BMJIMBATK Ha
npaLessaTHICTb esleKTponpuaagis (Hanpuknag, kapaioctumyastop). Ocobu, ski maloTb
Taki NpWAaaW, MOBMHHI NOPAAUTMCA 3 JAikapeMm, nepl HiX HabauxaTucs Ao poboyoro
3BapoBa/IbHOrO MalAaHUMKa;

- 3BaptoBafbHUIM Kabenb Mae OyTW MiLHUM, HEMOLWKOAXEHUM Ta i30/1bOBAHUM.
OcnabneHi 3'e4HaHHA Ta NOLWKOAXEHUIN Kabenb HeobxigHO HeranmHo 3amiHUTU. Mepexesi
kabeni Ta kabesi 3BaptoBaIbHOrO anapaTy NMOBUHHI CMCTEMATUYHO NepeBipsATUCH daxiBLeMm
€/1eKTPMKOM Ha CNpaBHICTb i30aALi;

- MiZ, Yac BUKOPUCTaHHA 3abOPOHAETLCS 3HIMATU 30BHILLHIN KOXYX anapaTa.

HE®OPMAJIbHI 3BAXOA4 U BE3MNEKU

- iHCTpyKUilo 3 ekcnayaTtauil HeobxigHo nocTiMHo 36epiratu nobausy wmicus
3aCTOCYBaHHSA 3BaploBa/IbHOro anapary;

- A,043aTKOBO £,0 IHCTPYKL,iT HEOBXiAHO AOTPMMYBaTUCh YNHHUX 3arasibHUX Ta MiCLLeBUX
npaBuA TexHiku be3neku Ta ekooril;

- BCi BK@3iBKM Ha 3BaptoBasIbHOMY anapaTi TpMMaTu B YuTabesibHOMY CTaHi.

BZTYKAIKOUI 3BAPIOBAJIbHI CTPYMU

- HeobXigHO CTeXMTU 3a TUM, Wob kiema kabento «macu» byna MiLHO NpUEAHAHA A0
MicLLs 3BaptOBaHHS;

- Mo MOXJ/IMBOCTI He BCTaHOB/IOBATM 3BaploBa/ibHWI anapaT 6e3nocepedHbO Ha
€/1eKTPonpoBigHe MoKpuUTTS nignorn abo poboyoro crosny, BUKOPUCTOBYBATU i30J1t0tOYI
MPOKAAAKM.

3AXOAU NOMEPEA>KEHHA Y 3BUYANHMX YMOBAX

LlloHaliMeHwWe OAMH pa3 Ha TWXAEHb HeobXiAHO MepeBipsATW amapaT Ha 3OBHILLHI
MOLWKOAXEHHS Ta GYHKLIOHYBaHHS 3anobixXKHUX NPUCTPOIB.
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14. TAPAHTINHI 3060B'SI3AHHS

KomnaHia «MATOH IHTEPHELUH/1» rapaHTye cnpaBHy poboTy Axepena
3BaploBa/IbHOr0 CTPyMy 3a YyMOBM JOTPUMaHHA CrMoOXuBayeM YMOB eKcrayaTalii,
30epiraHHs Ta TPaHCMOPTYBaAHHS.

YBATA! Be3KolUTOBHe rapaHTiliHe 06C/1lyroByBaHHS BiZCYTHE Mij Yac MeXaHiYHUX
MOLIKOA)KeHb 3BapoBas/IbHOro anapary!

StandardMIG-160
StandardMIG-200 5 pokiB
StandardMIG-250

StandardMIG-270-400V
StandardMIG-350-400V

3 poku

OCHOBHMWI rapaHTiMHUI Nepios 06UMUCNIOETLCS Bif AHA MPOAaxy iHBEPTOPHOro
06/1aiHaHHS KiHLL,eBOMY MOKYML,eBI.

MpOTAroM OCHOBHOrO rapaHTiHOro nepiogy npogaselb 3060B'A3yeTbCs
6e3KOLWTOBHO AN5 BNACHMKA iHBepTOpHOro obnagHaHHs PATON:

- 3pobuTK AiarHOCTUKY Ta BUSBUTU NMPUYMHY NOJIOMKY;

- 3abe3neynTn HeOOXiZHUMU AN BUKOHAHHS PEMOHTY BY3/1aMW Ta e/1eMeHTaMu;
- npoBecTu poboTH i3 3aMiHN eNleMeHTIB | By3/iB, L0 BUMLLAN 3 aAY;

- MpoBeCTU TeCTYyBaHHS BiApeMOHTOBaHOIr0 061aHaHHS.

OCHOBHi rapaHTiliHi 3060B'A3aHHSA He NOLIMPIOTHCA Ha 061a4HAHHS:

- 3 MexaHiYHMMW MOLWKOAXKEHHAMM, WO BMAMHYAM Ha npauesjaTHICTb anapaty
(aedopmauiia kopnycy Ta AeTanel YHacNiZoK NadiHHA 3 BMCOTM abo nagiHHA Ha
0b1aHaHHSA BaXKNUX MPeAMETIB, BUNaZaHHsA KHOMOK Ta po3'eMiB);

- 3i crigamm Koposii, Wo CNpUYNHIUAE HECMIPaBHUI CTaH;

- O BUWLLIO 3 Slajy Yepe3 BM/IMB Ha MOr0 CUIOBI Ta €NeKTPOHHI eNeMeHTU 3HaYHOI
BOJIOTY;

- WO BWWLWIO 3 NaAy Yepes HAKOMUYeHHS BCEPEeAMHi CTPYMOMPOBIAHOrO MUy
(BYriNbHWUI MW/, METANEBA CTPYXKA Ta iH.);

- y pasi cnpobu caMOCTIMHOrO pemMOHTYy MOro By3/iB Ta/abo 3aMiHUM eNeKTPOHHUX
e/1eMeHTIB;

PekomeHAYy€eTbCA, 3a/1€XKHO Bij YMOB eKcryaTauii, OAWH pa3 Ha MNiBpOKy, 3aA/4
YHUKHEHHSI BUXOAY anapaTty 3 /ajdy, NPOBOAUTU YMCTKY BHYTPILLHIX eNeMeHTiB i By3niB
ZAaHoro obnagHaHHA CTUCHEHUM MOBITPAM, A/ YOrO HEOOXiZHO 3HATU 3aXUCHY KPULLKY.
YnieHHs HeobXi4HO NPOBOAUTH aKypaTHO, YTPUMYIOUM LW/IAHT KOMMpPecopa Ha AOCTaTHiN
BiZCTaHi, 33419 YHUKHEHHS MOLWKOAXEHHS NalKy e1eKTPOHHUX KOMMOHEHTIB i MeXaHiYHMX
YaCTUH.

TakoX OCHOBHI rapaHTilHi 3060B'A3aHHA HE NOLWMPIOOTLCA HA 30BHILLHI e/1eMeHTH
obnagHaHHA, WO BUMAWAM 3 nady, Wo nigAaroTbcs  Gi3MYHOMY KOHTakTy, Ta
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CynyTHI/BUTPaTHI mMaTepiaan, npeTeHsii 3a AKMMM NPUIMMAIOTLCA He Mi3Hille 4BOX TUXHIB
nicna npojaxy:
- KHOMKa yBIMKHEHHS Ta BUMUKAHHS;
- PY4KM peryatoBaHHA 3BaptoBasibHMX NapaMeTpis;
- po3'eMM NigKAOUEHHS KabeniB Ta pykaBis;
- PO3'eMM yNpaBAiHHS;
- MepexeBui kabesib Ta BU/IKa MepexeBoro kabento;
- pyyKa ANsi NepeHeceHHs, peMiHb Ha nsiedi, keic, Kopobka;
- €/1eKTPOA0TPMMAY, K/IeEMa «Macu», NaJibHWK, 3BaptoBa/ibHi kabeni Ta pykasu.
MpogaBeub 3asvwae 3a cobolo MpaBoO BiAMOBUTU Yy HafdaHHI FapaHTIMHOrO
peMOHTY, abo BCTAHOBUTU fIK AaTy MOYaTKy BUKOHAHHS rapaHTiMHMX 3060B'A3aHb Micaub
Ta pik BUNycKy anapaTy (BCTaHOB/IIOIOTLCA 3@ CEPiHUM HOMEPOM):
- npuv BTpaTi NacnopTa BAaCHUKOM;
- 3a BigcyTHOCTI KopekTHoro abo B3arani 6yAb-AKOro 3anMoOBHEHHs MacnopTa
npoZasL,eM Nij Yac NpoAaxy anapary.
FapaHTiMHWUI TePMiH MPOAOBXYETLCH, HA TEPMiH FrapaHTiIMHOro 06cyroByBaHHs
anapaTy B CepBiCHOMY LLeHTpi.
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MogcoeanHeHe K CMI0BOM ceTu/cuioBoMy WuTy (Npu 25°C):

BHMUMAHME! yunTtbiBaiiTe npoBoAa, NpoBe&HHbIE B CTEHAX U Apyrue yAAUHUTENN

Wcnonb3yembiii | YcTtaHoBneHHoe | Juametp ceyeHus | CeuyeHue KaXzaou Makcum.
SN1eKTPOA B 3HayeHue Toka NpOBOJIOKU NpU XWUJIbl CETEBOTO ANVHA
pexume MMA npu MMA u TIG MIG/MAG npoBoAa, KB. MM npoBoAa, M
1 x 220V/230V - StandardMIG-160, StandardMIG-200, StandardMIG-250
1,0 75
1,5 115
@2 MM He 6onee 80A He bonee Jo,6MM 2,0 155
2,5 195
4,0 310
1,5 75
2,0 105
g3 MM He 6onee 120A He 6onee Jo,8mm 2,5 130
4,0 205
6,0 310
2,0 75
4 MM He 6os1ee 160A 212 95
4,0 155
A0 D1,0MM 6,0 230
2,5 75
g5 MM He 6on1ee 200A 4,0 125
6,0 185
2,5 60
&5 um 0250A 0 @1,2MM 0 100
@6 MM nerkona. A0 25 A ! b
6,0 150
3 x 380V/400V - StandardMIG-270, StandardMIG-350
1,5 135
2 175
73 MM He 6osiee 120A He 6osee Jo,8MMm 2,5 220
4 350
6 525
130
6
Dt MM He 6onee 160A 20 0
4 260
He 6onee J1,0MM 6 385
2,5 115
@5 Mm He 6osiee 220A 4 180
6 270
26 Mm 215 85
He 6onee270A He bosiee @1,2Mm 4 135
Nerkonaekue
6 205
2,5 65
26 Mm 2,0 350A He 6onee 1, 4Mm 4 100
6 150
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1. OBWME NMNOJIO>KEHUNA
MHBepTopHble Lndposble nonyasTomatsl PATON StandardMIG-160/200/250/270-400V/350-400V 04HOKOPMYCHOrO

TUNa UCMIONHEHUA NpejHa3HaueHbl AN pyuHol gyrosoi ceapkun (PAC «MMA»), aproHogyrosoit ceapku (AP «TIG») n

nosyasTomatnyeckon csapku (MA «MIG/MAG») B cpe/ie 3alMTHbIX Fra30B U CMECeN Ha NOCTOSHHOM Toke. MpeumyLecTsa

MCMNOb30BaHWs B 3TOM annapaTe NoJHOCTbIO LMPPOBOro cnocoba ynpas/ieHUs 3akl04aeTcs B OTCYTCTBUM HeJ0CTaTKOB

NPUCYLMX MHOrOdYHKLMOHANbHBIM CUCTEMAM, CAeNaHHbIM Ha OCHOBE aHa/oroBbIX CUCTEM ynpaBJ/ieHUs, KOTopble Mo

ornpegeneHunio 3aToUeHHble BCErAa Noj Kakon-TO KOHKPETHbIN PeXUM, @ BCE OCTasIbHbIe PEXUMbI KaK JOMOHUTE/IbHbIE

MMeIOT He0CTaTKM YNpaBaeHUs. A B MOJIHOCTbIO LLMPPOBOM CUCTEME, NJiaTa ynpaB/IeHUs pacnonaraeT abcotoTHO Bcemu

pecypcamu annapaTta, B Npejenax ero nosjHoW MOLLHOCTU M He BaXHO B KAaKOM PEXMME OHa MCMo/b3yeTcs. JaHHbIi

annapat npeAHasHayeH A/ 6GbITOBOMO M MOJYNPOMBIWIEHHOTO  MCMOAb30BaHWs. ObecneunBaeT  XopoLuyto

NPOAO/IKNTENBHOCTb HAarpy3kn Ha ero NoJIHOM HOMMHa/bHOM Toke 160A/200A/250A/270A/350A COOTBETCTBEHHO, Yero

AOCTaTOYHO ANst paboTbl Nt0bbIMKU dnekTpogamu oT P1,6MM BNIOTb A0 CaMbix TyroniaBkux @6mm (ans StandardMIG-

350-400V) M MO/lyaBTOMaTUYeCKOW CBapkW CrJIOWHOW MPOBOJIOKOW AuameTpoM oT @o,6MM Ao @1,4MM  (Ans

StandardMIG-350-400V). VICTOYHMK M3HauaNbHO YCTAHOB/IEH B OMTUMasibHble 3HauyeHWst A 6O/IbWMHCTBA Cay4vaeB

MCMo/1b30BaHUA U OCTAaTOYHO MPOCT, €C/IN He BAaBaTbCs B TOHKOCTU A0MOJIHATE/IbHBIX HACTPOEK, KOTOpble TpebyioT yxe

60/1bLIMX HABLIKOB OT CBapLiMKa. ECTb BO3MOXHOCTb 3aMeHbl MOAPHOCTU AN8 CBapku GNOCOBONM MPOBO/IOKON. s

ONaCcHbIX YCI0BUI paboTbl BCTPOEH 610K CHUXEHUS HaNPSXXEHWs XOI0CTOro X043 B pexume «MMA», ¢ BO3MOXHOCTbIO

€ro BKJ/IIOYEHUS U OTKAYEHUS. OTIn4UTeIbHON 0cobeHHOCTbIo nonyasTomaToB PATON cepum "Standard" ssnsetcs

MOLUHbIV, KQYeCTBEHHbIN N FePMETUYHbIA MEXaHWU3M MoAa4u NPOBO/IOKM, @ TakXe Hasuuve pasbéma KZ-2 Tuna "EBPO",

CTaBLlero ctaHAapToM B MuUpe, I'IOBBO/]H}OLLWII\//I No/1b30BaTesio B NOC/Ie4YOWEM MEHATb FOPe/IKM N0 CBOEMY YCMOTPEHMUIO.

B AaHHyto mogens StandardMIG npowssoacTBa PATON BCTpoeH 610K 3awWuTbl OT MOHWMXEHHOMO

HanpsXeHWUs, a TakXe OT KpaTKOBPEMEHHOr O MOBbILEHHOT O HaNPAXeHWs.

B StandardMIG-350-400V yCTaHOB/IEH TOMOBLIN 4X POJIMKOBLIA MEXaHW3M MOoAauu C NPUBOAOM Ha BCe
pPOAVKN.
Annapar coxpaHsieT B MamMsTV BCe TEKYLME HACTPOMKM Ha MOMEHT BbIK/IIOYEHUS M BOCCTAHABAMBAET UX BO

BpeMSA BK/IOYEHMS.

Annapat coxpaHsieT noj CBOMM HOMEPOM B KaXAOM pexume CBapku A0 16 MHAMBUAYa/IbHbIX HAacTpoek

(nporpamm) nonb3osaTens.

OCHOBHbIE NpenMyLLecTBa:
1. LLInpokune BO3MOXHOCTU peryiMpoBKu NapaMeTpoB CBapKu:
a) B pexxume "MMA" — 1 (0CHOBHOW) + 7 (40MONHUTENbHBIX) + 3 (4151 UMY IbCHOO PEXUMA)
6) B pexxume "TIG" — 1 (OCHOBHOW) + 1 (JOMOJIHUTE/IbHBIN) + 3 (4151 UMMYIBCHOTO PEXMMA)
B) B pexxume "MIG/MAG" — 2 (0CHOBHOM) + 6 (L,0NOJHUTENbHBIX) + 3 (418 UMMNYIbCHOTO PEXMMa)

. OyYeHb WMPOKMI ANANA30H HACTPOMKM UMMY/IbCHOTO PEXMMA BO BCEX TUMAX CBapKY;

3. MOMMMO 3aLWMTbI OT CKAYKOB HAMPSXKEHWA YCTAHOB/IEHA CUCTeMa CTabuimnsaumm paboTsl Npu 6oabwmnx
AONroBpeMeHHbIX Nepenajax HanpsXeHus ceTu 160B g0 260B (ana mogenen StandardMIG-160/200/250) 1
0T 320B 20 440B (a19 mogenen StandardMIG-270-400V/350-400V);

4. AAanTMpOBaH K CTaHAapTHOMN 6bIToBOM anekTpoceTu. 3a cHéT Boicokoro KM/ nctounnk obecneunsaeT BABOE
MeHbLuee 31eKTponoTpe6ieHmne No CpaBHeHUIO C TPAZULMOHHBIMU UCTOYHUKAMU;

5. AZaNTUBHas CKOPOCTb BEHTUAATOPA, TO €CTb YBE/JIMUYMBAETCA MpY Havale CBapky, eweé Hosblie Bo3pacTaeT
Npu HarpeBe annapaTta M 3aMeA/INeTCs, KOr4a OH XOJIOAHbIN, 3TO 3KOHOMWT pecypc BEHTU/STOpa U
YyMeHbLLaeT KOIMYeCTBO Mbl/M B annapare;

6. Yp06cTBO paboTsl 6narogaps 60/1bLLION NPOAOIKUTENBHOCTM Harpy3ku (MH) Ha HOMUHANILHOM TOKE, YTO
Nno3BO/IAeT NPOM3BOANTb CBAPKY 3/1€KTPOAaMUN NPaKTUYECKM HenpepbIBHO;

7. MoBbilWeHHaA HaAEXHOCTb annapaTa B YC/10BUAX 3aMblJIEHHOMO NMPOU3BOACTBA, MUKPO31EKTPOHMKA NCTOYHUKA

BbIHECEHA B OTZe/bHbI OTCeK;

. Ha rpetowmecsi a1eMeHTbI UCTOYHMKA YCTAHOB/IEHA CUCTEMA TEMNI0BOW 31€KTPOHHOM 3alyUTbl;

9. Bcs anexTpoHMKa B annapaTe nponvTaHa ABYMS CI0SIMU BblCOKOKAYECTBEHHOrO J1aka, KOTOpbIM obecneynsaeTt
HafeXHOCTb U3/e/Ns B TEYEHWUM BCErO CPOKa CNYXOb;

10. YnyudweHHble BO3OyXAeHWe M CTabU/IbHOCTb FOPeHUs Ayru, YTO MpaKTUYeCKU WCKIIOYAEeT MpuannaHve
3/1eKTpoja.

11. Masble rabaputsl 1 Bec annapata 6e3 NoTepu TEXHUYECKUX KaYecTs, YTO yNpoLLaeT NponsBoANTb CBApKy B

TPYAHOAOCTYMNHbIX MECTaXx.

N

[ee)
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NAPAMETPbI StandardMIG StandardMIG StandardMIG StandardMIG StandardMIG
-160 -200 -250 -270-400V -350-400V
HoMuHanbHOe HanpsiXeHue nuTalow e 220 220 220 3x380 3x380
cetnsoly, B 230 230 230 3X400 3X400
HomuHanbHbIN dasHbIi noTpebasemsiin 8. 21 2r .2 N o1 1618
TOK M3 ceTi, A 3...27 9/5:--35 14 - 18,5
HoMuHanbHbIN CBapOYHbIN TOK, A 160 200 250 270 350
MakcMManbHbIN AeNCTBYOW I TOK, A 215 270 335 350 450
45%/npn 160A | 45%/npn 200A | 45%/npu 250A 55%/npu 270A 55%/npu 350A
MpoaomkuTensHocTe Harpy3 (MH) 100%/npu 107A | 100%/npun 134A | 100%/npu 167A | 100%/npun 200A | 100%/npu 260A
Hpep,enbll/lBMeHeHMR Hanpkena 160 - 260 160 -260 160 - 260 +15% +15%
nuTatowen cetv, B
MNpeaensi peryMpoBaHnsa CBapo4HOro 8160 10 - 200 12250 12-270 14—350
TOKa, A
Mpeaensi peryaMposaHns CBapoyHOro 12-24 12-26 12-28 12-29 12-30
HanpsaxeHus, B
n
peAenbl perysmpoBaHus CKOpocTu 2,0-16 2,0-16 2,0-16 2,0-16 2,0-16
nojayv NpoBOJ0KN, M/MUH
JiMameTp WTYyYHOro 31eKTpoAa, MM 1,6 — 4,0 1,6 —5,0 1,6 - 6,0 1,6 - 6,0 1,6 - 6,0
AnameTp cniowHoM CBapoYHON 0,6-1,0 0,6-1,0 0,6-1,2 06-1,2 0,6-1,4
NPOBOJIOKM, MM
. NOJHBIN 4X
MexaHunam noAayn npoBOSIOKMN 2X PO/IMKOBbIN o
PONMKOBBIN
Macca kaTywku He 6onee, k- 5 | 15
MIMnynbCHble pexXunMmbl Npu cBapke MMA: 0,2...500lL; TIG: 0,2...5000L; MIG/MAG: 5...500l L}
Fopsunii ctapT «Hot-Start» B pexume Peryavbyemas
MMA y/mpy
dopcax ayru «Arc-Force» B pexume
MMA Perynnpyemas
AHTUNpUAMNaHus «Anti-Stick» B
AsToMaTuyeckas
pexvme MMA
B10K CHUXEHUSA HanpsXXeHUA XON0CTOro
BK/ [ BbIKN
xoAa
HanpsxeHwue xonoctoro xoga MMA, B 12 /75
Hanpsxexune nogxura gyru, B 110
HomuHanbHas notpebasemas
MOWLHOCTS, KBA P 4,1 ... 4,7 51..6,1 6,6...7,8 8,0...9,4 10,7 ...12,3
.
MakcumaneHas notpebasemas " .
MOLHOCTb, KBA 59 75 9,5 14 53
Kna, % 90
OxnaxgaeHue MpuHyanTeNnbHOE
[lnanasoH pabounx Temnepatyp —25... +45°C
[abapuTtHble pasmepsbl, MM (41MH3,
WHpHHa, BLICOT) 420X 245X300 | 420X245X300 | 420X245X300 | 615X310X 460 | 615X 310X 460
Macca 6e3 KaTyLIKM 1 akCceccyapos, KK 11,0 11,2 11,5 27,6 27,7
Knacc 3awutbi* IP21 IP21 IP21 P21 P21

*8 cepuu “Standard” kopnyc annapamos He donyckaem nonadaHue 8Hympb u3deaus men
duamempom bonee 5,5MM, 4 MaKKe BpMUKAALHO Kanaowas 8oda He Hapywaem pabomy
annapama

PekomMeHAyeMmas A/MHa CMNOBbIX CBapOYHbIX Kabenel npu cBapke:
MakcumanbHbIN TOK ACLEICCE S Mrowaab Mapka kabens
(B OAHY CTOPOHY) ceyeHus
He 6onee 160A 2.7 M 16 MM? K 1x26
He 6osiee 200A 3..9M 25 MM? KI 1x25
He 6onee 250A 5..11M 35 MMm? KI"1x35
He 6bonee 270A 5..11M 35 MMm? KI"1x35
A0 350A 6...14M 35 MM? KI1x35
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1 — KHoMKK pery/iMpoBaHus BelbpaHHOro napameTpa Ha yMeHbLUeHWe 1 yBeanyeHue (no
ymonyanuio: npu MMA — ok cBapku, npu TIG — Tok ceapku, MIG/MAG — HanpsxeHune
CBapKw);

2 — Llndposolt gncnieit UCTOYHUKS;

3 — KHonka Bbibopa QyHKLMM UCTOYHMKA B TEKYLLEM PeXMME CBapKY;

4 — KHorka Bblbopa pexunma cBapKu:

a) py4Has AyroBas CBapKa WTY4YHbIM 31ekTpogom « MMAy;
6) cBapka B aproHe, He NNaBALMMCS 31eKTPoAoM «TIG»;
B) CBapKa MoJiyaBTOMaTUyeckas B 3aWwmTHbIX ra3ax «MIG/MAG»;
5—WHaukaTop neperpesa annapata:  HOPMasibHO — He CBETUTCS,
npuv neperpese — MUraeT;
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6 — KHonka 3anpaBKku MPOBOJ/IOKM (ra3 npu 3TOM He nogaeTcs);

7 — KHonku peryanmpoBaHus napamMeTpoB Ha YMeHbLUeHWe 1 yBeanyeHue (no
YMO4aHUIO: CKOPOCTb NOAa4YN NPOBOAOKM);
8 — Llndposoin gucnner 610Ka nogaym NpoBoIoKY;
9 — KHonka npoBepkuM NoAaun 3alMTHOro rasa (NpoBo/ioka He nogaeTcs);
10 — KHonka Bbibopa pyHKL M MeXaHU3Ma NoAayuyn NPOBOJIOKY;
11 — VIHAMKATOPbI peXMnMa KHOMKK Ha ropesike (pexum 2T1/4T/anbT.4T);
12 — Pa3bém KZ-2 Trna "EBPO" ans noAk/l04eHNs NONyaBTOMaTUYECKON Fopenky;
13 - LLitekep nogaun cnnosoro Toka k 610Ky nogayum NPoOBOIOKY;
14 — KHonka BKIOYEHUA/BbIK/IOYEHMS annapaTa (LBeT 1 popma AekopaTuBHaS);
15— [lepxaTenb npegoxpaHutens (4A) Ana 610ka Nojayun NpoBoOIOKY;
16 — LLITyuep noaka04eHNs No4a4n 3alMTHOMO rasa;
17 — MNoabEMHaA 3aWMTHAA KPbILLKa OTCEKA MeXaHU3Ma Nojayum NPoBOIOKM U KaTyLLKK;
18 — MecTo noak/itoueHUs Kabena 3a3emaeHms.
A —THe3/10 CMNI0BOr0 TOKA «+» TMUMNa 6anoHeT:
a) npu ceapke "MMA" — nogktouaeTcs Kabenb anekTpoga (B 6os1ee peAkmx cayyasx
MpW NCNO/Ib30BaHWUM CNeLnasbHbIX 31eKTPOA0B NoAKAoHaeTcs kKabenb
«Maccan);
6) npu cBapke “TIG” — nogKkAt04aETCS TONbKO Kabenb «Maccay;
B) Npuv noJsiyaBToMaTuyeckol csapke “MIG/MAG” cnioWHOM NpoBOIOKOM —
noAkJtovaeTcs kabenb k nogatoL,emMy MexaHU3My
r) npu nosyaBTomatuyeckon ceapke “MIG/MAG" ¢pat0coBoil MpoBO/IOKOM —
noAkJtovaeTcs kabenb «maccay;
B —He340 cMI0BOro Toka «—» Tuna baloHeT:
a) npu ceapke “MMA" — nogkntovaeTcs kabenb «macca» (B bonee peakux cayvasx
MpU  WCMONBL30BaHWUM  CMeLuanbHbIX  31eKTPOAOB  MNogkatovaetcs Kabenb
3N1eKTPoAa);
6) npu cBapke “TIG" — NoAKAOYAETCS TOBKO aproHOBas FroOpeska;
B) Npu noslyaBToMaTnyeckon ceapke “MIG/MAG" cnioWIHOM NPOBOIOKOMN —
noAkJtovaeTcs kabenb «macca;
r) npu nosyaBTomatuyeckon ceapke “MIG/MAG” ¢pat0coBoit MpoBo/IOKOM —
noAkatoyaeTcs kabenb K nogatolweMy MexaHU3My.

2. BBO/, B SKCNNYATALUIO
BHumaHwue! MNepes BBOAOM B 3KCNAyaTauuio ciegyeT npoumtaTtb pasgen ,lpasuaa
TexHukn besonacHocTn” n.13.
2.1 UCMOJ/Ib3OBAHUE COMNTACHO HASHAYEHUIO
CBapouHbIA annapaT npeAHa3sHaYeH UCKIIOYNTE/IbHO: A/ PYYHOU AyroBOM CBapku
WTYYHbIM 3/1EKTPOAOM, CBApPKM B CPeZle aproHa, a TakXe roslyaBTOMaTUYeCcKoN CBapKu B
cpeje 3alMTHbIX ra3oB.
MHoe ucnonb3oBaHMe annapaTa CYMTAETCA He COOTBETCTBYIOWMM Ha3HaYeHMIo.
MN3roToBuUTeNb He HECET OTBETCTBEHHOCTM 33 yuwep6, BbI3BAHHbLIN WCMNO/b30BAHWEM
annaparTa He Mo Ha3Ha4YeHuo.
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Mcnosib3oBaHWe, COrIacHO Ha3HAYeHWo, NoApas’ymeBaeT cob/ogeHue yKasaHui
HACTOSALLEr0 PYKOBOACTBA MO KCM/yaTaLum.

2.2 TPEBOBAHUA K PASMELLEHUIO

CBapoyYHbIA anmapaT 3aluueH OT MNPOHWKHOBEHUS WHOPOAHBLIX TBEPAbIX Ten
AviameTpowm bosee 5,5 MM,

CBapoUYHbIA annapaT MOXHO pasMellaTb M 3KCMN/yaTUpPOBaTb HA OTKPbITOM BO3ZyXe.
BHyTpeHHMe 3nekTpuyeckne AeTann annapaTta 3alWuleHbl OT HernocpeaCcTBEHHOrO
BO3JeNCTBUS BNIAXHOCTU, HO HE OT Kane/ib KOHeHcaTa.

BHMMAHME! [Mocne okoH4YaHWA cBapouHbix paboT B xapkyw norogy, anbo
MHTEHCMBHbBIX CBapoYHbIX paboT B aobylo norody, amnapat cpasy He BbIKAOYATb!
Heobxo1MMO B TEYEHUM 5 MUH aTb BOSMOXHOCTb OCTbITb 3/1eKTPOHHBIM KOMMOHEHTaM.

BHMUMAHME! NMocne akcnayaTauum B XoNoaHoOe BpeMs roga, nocse BblKJAIOYEHUSA U
nocieAylouero ocTbiBaHUA annapaTa, BHYTpU obpasyeTca KOHAEHCAT, NMO3TOMY €ro
He lb31 BK/IIOYaTb paHbllue, Yem yepes 3...4 Yaca!ll

Mo3ToMy He OTK/KOYaMTe amnapaT B XOJI04HOe BPEMS roAa, ec/iv NjaHupyeTe ero
BK/IIOYMTb paHbLLe, YeM Yepes 4 Yaca.

Heobxognmo pasmeliaTb annapat Tak, 4Tobbl obecneunsancs 6ecnpensTCTBEHHbIN
BXOZ U BbIXOJ, OX/1aXAat0LL ero BO3yxa Yepes BEHTUALMOHHbIE OTBEPCTUS Ha NepesHel n
3agHel naHenax. CneguTe 3a TeMm, 4Tobbl MeTanauMyeckas Mbib (Hanpumep, npwu
HaXAauyHou WandoBKe) He 3acacbiBafiacb HEMOCPeACTBEHHO B anmnapaT BEHTU/ISTOPOM
OXJIaXAeHMs.

BHMMAHME! AnnapaT nocse CuAbHOrO NajeHUss MoXeT 6biTb onacHbIM Ans
>KM3HW. YCTaHaB/AMBaTb Ha YCTOWYMBOM TBEPAOI NOBEPXHOCTH.

2.3 NOAK/NIOYEHUE K CETU

CBapoYHbIV annapaT B CEPUMHOM UCMONHEHMM PACCUUTaH Ha:
1. CeTeBoe HanpsixeHue 220B (-27% +18%) — ana mogenen StandardMIG-160/200/250;
2. TpexdasHoe ceTeBoe HanpsixeHue 3x380B uan 3x400B (Mogenn StandardMIG-270-
400V/[350-400V), A9 3TOro BbIBEZEHO TpU NpoBoga. MpaBuaa TexHnkn 6esonacHocTn npwm
nposesgeHun paboT co cBapoyHbiM obopyZoBaHveM TpebyloT 3a3emaeHus Kopmryca
annapata. [lns 3Toro npejycMOTPEHO 4Ba BapuaHTa: 1) MUCMNO/b30BaHWE 4YeTBEpPTOro
npoeBojga B ceTeBOM Kabesne >enTo-3eNéHOro LuBeTa (MeXAyHapOAHbIM CTaHAapT
MapKUPOBKM); 2) UCNoab30BaHMe HONTOBOM K/eMMbl Ha 3aZHel cTeHke annapaTta (bonee
XECTKUM CTaHAapT 3a3eM/ieHuns, ucrnonb3osancs B ctpaHax CHIM) B mogensx StandardMIG-
270/350-400V.

BHUMAHME! MNMpwu nogknoueHnmn annapaTta K CeTeBOMY Hanps>XeHUIo Bbilue 270B
(ana StandardMIG-160/200/250) uau 450B (ans StandardMIG-270-400V/350-400V), Bce
rapaHTuitHble 06s3aTe/IbCTBa U3rOTOBUTENA TEPSAIOT cuay!

A Takxe rapaHTUiHble o06f3aTenbCcTBa M3roToBUTENs TepsIlOT Cuay nNpu
ownboyHoM noAkaoYeHUN Ppasbl CETU Ha 3a3eM/IeHne UCTOYHUKA.

CeTeBoW pas3béM, ceyeHUs Kabesel CeTU NUTaHMSA, @ TakXKe ceTeBble NpeAoXpaHnTem
A,0/DKHbI BbIOMPATLCA UCXOAS U3 TEXHUYECKUX AaHHbIX annapaTa.
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2.4 NOAK/NIOYEHVE CETEBOFO LUTEKEPA

BHUMAHME! CeTeBoi wiTekep f0/KeH COOTBETCTBOBaTb HaMpPsXXeHUIO MUTaHUS U
ToKonoTpebseHMo cBapo4HOro annapaTa (CM. TexHU4eckune AaHHble). COrnacHo TexHuke
be3onacHoCTH, WCMONL3YyMTe rapaHTUpOBaHHOe 3asem/eHue (MPWM 3TOM 3arnpeLieHo
noAK/o4YaTb 3a3eM/IeHMe Ha Hy/1eBOM NPoBoA NuTatoLen ceTu)!

BHUMAHMUE! [ins mogenen StandardMIG-160/200/250 ceTeBOW BbIKOYATENb 14
SIBJIIETCSH CMMHa/NbHOM KHOMKOM 1 6710KMpyeT TO/IbKO CMI0BOM TOK CBApPOYHOro annapara,
HO MOJIHOCTbIO He obecTouMBaeT BHYTPEHHIOIO 3/1eKTPOHMKY annapaTa. lMosTomy no
TexHuKe 6e30MacHOCTM MpuU MOAK/OYEHWM He 3abblBalTe MOJNHOCTBLIO OTK/OYMTL OT
pO3eTKM.

3. CBAPKA PYYHAA AYTOBAA LUTYYHbIM S/IEKTPO40M («MMA»)

SJIEKTPOAOAEPATE/b
~220V/ 230V

~3x 380V / 400V

(9T

Mopagok noAroToBkM annapaTa k pabore:

- BCTaBUTb kabeslb 31eKTpoja B rHe3/0 UCTOUHMKA A «+»;

- BCTaBUTb Kabesib «Macca» B rHe3/,0 UCTOYHMKA B «—»;

- NIPUCOEAMHUTL Kabesib «Macca» K U3AesInio;

- NOAKIOUYNTL CeTEBOM Kabesb K CeTU MUTAHUS;

- CeTeBOW BbIK/IOYATE/Ib 14 HA 33/ He NaHe M nepeBecTH B nosioxeHue «BK/1»;

- C MOMOLLbIO KHOMKM 4 YCTaHOBUTE pexxmum cBapkun «MMAy», pexurMbl nepekoyatoTcs no
Kpyry;

- C MOMOLLbIO KHOMOK 1 YCTaHOBWTE TeKYLLNiA OCHOBHOW NapaMeTp — 3TO TOK CBapKY;

- PY HeOH6XOAMMOCTU MOXHO PEryIMpoBaTh AOMNOHUTE/bHbIE GYHKL MW CBAPOYHOMO
npouecca, NopsAA0K U3SMEeHeHNa cMoTpuTe B N.6.1

BHumaHue! B pexxume cBapku "“MMA” nocne Toro, kak ceTeBoM BbIKAO4aTe b NepekatoyeH

B MOJIOXeHMe «I», WTYYHBIN SN1eKTPOA HaXOAWUTCA MO HanpskeHuem. He npukacantech

3N1eKTPOAOM K TOKOMPOBOAALMM MM 3a3€MNEHHBIM NpejMeTaM, TakKUM Kak, Hanpumep,

KOpMnyc CBapoO4YHOro amnapaTa U T.4. TaK Kak annapaT BOCMpPUMET 3Ty CUTyauuio Kak

CUMHaA K CTapTy CBapOYHOro npotLjecca.
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3.1 LK1 CBAPOYHOI'O MPOLIECCA - MMA

ol W V-7 dut PoP =

T=FrP |

MopsaAOK U3MEHEHWS 3HaYeHNsA 11060 PyHKLUKN cMOTpUTe B N.6.1

3.2 OYHKLMS FOPAYNM CTAPT «HOT-START»

MpenmywecTaa:

- Y/lyHLIEeHME 3aXUraHNS Aaxe NPU NCMONb30BAaHUM NI0XO0 3aXKUratoLMXCHA 31eKTPOL0B;

- bonee kauvecTBeHHOe MpomnaaB/AeHWe OCHOBHOrO MaTepuana BO BPeMs 3aXUraHus,
Cne/,0BaTe/IbHO, MeHbLle HenpoBapos.;

- NpeAoTBPaLLeHME LAAKOBbIX BKIIOYEHUN;

- py4YHasi HacTpoyKa: Mo3BOJIAeT YCTAaHOBUTb YpoBeHb GYHKLMM Ha MWHMMasbHOE
3HayYeHWe, 4YTO CWJIBHO YMEHblUAeT noTpebsieHne 3SHepruM B HayasbHbIA MOMEHT
noaxura, bnarogapsa 3ToMy no3BosisieT UCTOYHUKY CTAapTOBaTb Ha 3HAYEHWUSX CETEBOTO
HanpskeHust 6/IM3KOro K MWHUMaJbHO BO3MOXHOMY, OZJHAKO CHUXAeT KayecTBO
MOMeHTa MoZxura (annapat cTaHoBUTCS NoZ06eH TpaHcHOPMATOPHOMY UCTOYHUKY, HO
B OMpeZeseHHbIX CUTYyaLMsX 3TO €4UHCTBEHHO BO3MOXHbIA Cnocob). Takke MOXHO
YBENNUNTL QYHKLUMIO A0 MaKCMMaAbHOroO 3HayeHus Ana ewé 6onbliero yayyleHus
MOMeHTa nogxwra (npu paboTe oT xopoluer ceTn). Ho He 3abbiBaiiTe, YTO NOBbILIEHHbIM
TOKOM 3TOM GYHKL MM MOXHO NPOXeYb U3AeNNe NpU CBapKe TOHKMUX MeTasIoB, MO3TOMY
PeKOMeHAyeTCs B 3TON CUTyaLLUM yMeHbLaTb « opsunii cTapT».

Yem agocTturaercs:

B TeueHne KOPOTKOro BpeMeHM B MOMEHT MOAXMUIa AyrM CBAPOUHbIV TOK YBENNYMBAETCS

Ha YCTaHOBJ/IEHHbIV MO YMOHYAHUIO YPOBEHb +£40%.

Mpumep: cBapka 31eKTpoA0M @3MM, YCTaHOB/IEHHOE OCHOBHOE 3Ha4YeHmne CBapoO4HOro

TOKa cocTaBAsieT 9oA.

Pe3ynbTaT: TOK ropsvero ctapTta byseT cocTaBaaTb QoA + 40% = 126A.
B 4,0MONHWUTENBHBIX HACTPOMKAX MOXHO U3MeHATb Kak cuiy «lopsvero ctapta» [H.St],

Tak un Bpems «[opsayero ctapta» [t.HS]. be3 HagobHOCTM He 3aBblWwanTe CUAy U BpeMS

cpabatbiBaHus «[opsyero ctapta», MOTOMYy 4YTO Ha O0/bWIMX MpeAenbHbIX 3HAYEHUSX

TpebyeT oYeHb CUALHOM MUTAIOWEN CeTW, @ MPU OTCYTCTBMM XOPOLUEN cCeTW, mpouecc

nogxura gaxe bysget cpbiBaTbCs.

MopsaAOK M3MEHEHWS 3HAYEHNSA N1060N GYHKLM B TEKYLLEM PEXMME CBAPKU CMOTPUTE

BN.6.1
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3.3 OYHKLUNA POPCAX AYTU «ARC-FORCE»

Mpeumyuiectsa:

- NOBbILIEHME CTabUBHOCTH CBAapKM Ha KOPOTKOM Ayre;

- yAyyleHne KanasnepeHoca MeTa/l1a B CBAPOUHYIO BaHHY;

- yAyULleHWe 3aXUraHnsa g4yru;

- YMeHbLUaeT BEPOATHOCTb 3a/IMMaHNA 31eKTPOA], HO 3TO He PYHKLMS
CAHTUNPUANNAHNAY;

- Ppy4yHas HacTpoWKa: MO3BO/AET YCTaHOBUTb YPOBeHb (YHKLUM Ha MUHUMabHOe
3HaYeHWe, UTO He3HauUTeNIbHO, HO CHWXaeT noTpebneHne 3SHepruu, a TaKxe
KOHLEHTPaLMIO Ten/oBNOXEHNS MNPWU CBapke TOHKMX MeTa//ioB, 3TO MOHWXaeT
BEPOSATHOCTb MPOXWra, OAHAKO U CHMXAeT CTabU/IbHOCTb FOPEHUst Ha KOPOTKOW Ayre
(annapaT cTaHoBUTCS nogobeH TpaHCPOPMATOPHOMY MUCTOUHMKY). Takxke MOXHO M
YBEeNNUNTL QYHKLUMIO A0 MAaKCMMaAbHOroO 3HauyeHus As ewé 6onblien cTabuabHoCTH
rOpeHus Ha KOPOTKOM Ayre, HO 3TO TpebyeT /yylien nuTaloLWen ceTm U yBesnymMBaeTcs

BepOHTHOCTb I'IpO)KVI ra nsgenus.
U,VA

LA
MopsagoK W3MeHeHUsi 3HayeHus tobor GYHKLUM B TeKyLEM pexume CBapKu
cmoTpuTe B N.6.1

Yem pgocturaercs:

Mpy CHUKEHMM HAMPSKEHWA HA AYyTe HUXE MUHMMAJ/IbHO AONYCTUMOrO A/ CTabUabHOMO
rOpeHus Ayru, CBapOYHbl TOK BO3pPAcTaeT Ha YCTaHOBJ/IEHHbIW MO YMOYaHWUIO YPOBEHb
+40%.

B A,0M0/IHUTENbHBIX HACTPOMKAX MOXHO U3MeHSTb Kak cuay «Dopcaxa gyru» [Ar.F], Tak
1 ypoBeHb cpabaTbiBaHua «Popcaxa ayru» [U.AF]. Be3s Hag06HOCTU He 3aBbIWanTe CUY U
ypoBeHb cpabaTtbiBaHus «Popcaxa Ayru», NOTOMY YTO 3TO Ha 6OAbWMX NpesesibHbIX
3HayeHnsx, ocobeHHO Npu cBapke TOHKUMW 3daekTpogamu MeHee P3,2MM, BAMsAeT Ha
cpabaTbiBaHMe GYHKLMN «KAHTUNPUAMNAHUS» U IEFKO MPOXEeYb U3jesme.
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3.4 PYHKLUMNA AHTUNPUINUNAHUA «ANTI-STICK»

I'Ipm Ha4a/ZlbHOM noJxure AYyru 3N1eKTPoJ MOXEeT NpuUannaTb, NpUXBaTbiBaTbCA K
“3ZAesInio, STOMY MpenaTCTBYOT MHOro ¢yHKLMI B anmnapaTte, HO Takoe BCe-Takn MOXeT
MPOM30MTK, YTO B CBOIO OYepesb MPUBOAMUT CHayasla K PackaseHUIo, a B NOC/IeAYIOLWEM U
nopue 371eKTpoga.

B Takoi cutyauum B AaHHOM annapaTe cpabaTbiBaeT QYHKUUA «AHTUMPUAMNAHMSA»
BCTpOeHHas n paboTatowasn B pexume "MMA" noctosHHO, KOoTOpas yepes 0,6...0,8 cek
nocse BbliAB/IEHNA 3TOro COCTOAHUA, CHUXKaeT CBapOLIHbIl\/JI ToK. Takxe 3To obsiervaet
CBapLLMKy BO3MOXHOCTb OTAENSATb (OTPbIBATb) 3/1eKTPoA OT u3genns 6e3 pucka obxeub
r71a3a C1y4aliHbIM NMOoAXMIoM Ayru. [locae oTpbIBa 31eKTPOAa OT U34ens, NPoL,ecc CBapKu
MOXeT ObITb 6eCcnpensaTCTBEHHO NPOAO/IKEH.

3.5 OYHKLUNA PETYZIMPOBAHUSA HAK/IOHA BO/IbTAMIMEPHOM
XAPAKTEPUCTUKN
3Ta ¢yHKUMS B nepBylO oyepesb MpeAHas’HayeHa 418 KOMPOPTHOM CBapKM

3/71eKTPOAaMM C Pa3/INYHBIMU TUMAMM NOKPbLITUI. [0 yMOAYaHMIO HaK/IOH BOJIbTaMMEPHOM
xapaktepuctukn [BAH] ycTtaHoBneH Ha 3HayeHue 1,4V/A 4TO COOTBETCTBYET CaMbiM
pacnpoCTpaHeHHbIM 31eKTPOAaM C PyTWUIOBbIM TUNoM nokpbiTna (AHO-21, MP-3). Ans
6osee KoMpOpPTHON PaboTbl 3/1EKTPOAAMMN C OCHOBHBIM TUMOM NokpbiTUA (YOHW-13/45,
JIK3-70), He sBAseTcs 00A3aTe/IbHbIM, HO PEKOMeHJyeM YCTaHOBUTb  HAaKJ/OH
BOJIbTAMMEPHOMN XapakTePUCTUKM Ha 3HauveHue 1,0V/A. DN1eKTpoabl C LLe/I003HbIM TUMOM
nokpbitus  (LL-1, BCLi-4A), gaxe TpebyloT YCTaHOBWUTb HAaK/JIOH BOJIbTaMMEpPHOM
XapaKTepUCTUKM Ha 3HauyeHue 0,2...0,6V/A 1 npu 3TOM UHOrAa HeobxoAUMO NoAHSATUE
ypoBHs cpabaTbiBaHust dyHkuum «Papcax ayru» [U.AF] BnioTb 40 3HayeHns 18V.

MopaAOK U3MeHeHUs 3HaYeHWs 10601 GYHKLNM B TEKYLLLEM PEXMME CBAaPKWU CMOTPUTE
BNn.6.1

3.6 ®YHKLNSA CBAPKA HA KOPOTKOW AYTE

3Ta ¢yHKLMs 0cOBeHHO akTyasbHa MpW CBapke MOTO/IOYHbIX LWWBOB, KOrAa HYXHO
uTObbl HE CUNBLHO TsIHYNacb CBapoyHas ayra. /Jlns 3Toro B annapaTte npeAycMOTpeHa
BO3MOXHOCTb BKAOUUTL PyHKLMIO «KopoTkas gyra» B nonoxeHune “ON”. Mo ymonvaHuio
OHa HaxoAuTcs B nonoxeHun "OFF”,

Mopaaok M3MEHEHUS 3HAYEH WS 060N GYHKLUM B TEKYLLEM PeXMME CBapKMU CMOTpUTE
BM.6.1

3.7 DYHKLUWMNA BNNIOKA CHUXXEHUA HANPAXKEHUA XOJIOCTOO XO4A

Mpuv npoBeseHNM CBapOUHbIX paboT B EMKOCTSX, LLUCTEPHAX U TaM, rae Heobxognma
MoBbllLEHHas cucteMa 3sekTpobe3onacHocTH, MoxeT 6biTb aKkTMBUMPOBaHa GYHKLMUS
CHUXXEHUS HaMpPs)KeHWs X0/10CTOro Xo4a.

Mpu oTpbiBe 3n1eKTpoja OT M3Aenus, Yepes 0,1 CeK Hanps>keHWe Ha KaemMmax
MCTOYHMKA CHMXaeTcs 40 6esonacHoro ypoBHs Huxe 12B.

[na 3Toro HeobxoAMM 610K CHUXEHUS HAMPSAXEHWUA XONI0CTOMO X0, KOTOPbIU eCcTb
B 3TOM MoZenun 0bopyA0BaHUS, HO MO YMOTYaHUIO HaxoAUTCA B nosoxeHun “"OFF”, To ecTb
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BbIK/IIOYEH, TaK KaK WM3BECTHO, YTO BKJOYEHWe 060N NoAob6HOM GYHKLMM HECKObKO
YXYALAeT MOAXUT AYTW.

MopsAAOK WM3MeHeHWs 3HavyeHus JboM GYyHKUMM B TeKyLLeM pexume CBapku
cmoTpuTe B N.6.1

3.8 OYHKL A CBAPK UMMNYJ/IbCHbIM TOKOM

3T1a dyHKUMS MpegHa3HaveHa Ans obsieryeHWs KOHTPOJIS CBAapPOYHOrO Mpouecca B
NMPOCTPAHCTBEHHbIX MOJIOXEHMAX OT/JIMYHBbIX OT HUXHEro, a TakXe Mpu CBapke LBeTHbIX
MeTans0B. Bo3gencTBre  NpoMCXOAWUT  HEMOCPEACTBEHHO  Ha  MNepemellvBaHWe
pacnniaB/jeHHOro MeTa/la LWBa M Ha MepPeHOC Kamnju B CBAPOYHYIO BaHHY, a 3TO B CBOIO
oyepesb BAMSET Ha CTabuabHOCTL GOPMMPOBaHMS LWIBa M mpouecca cBapku. Jpyrumu
C/I0BaMy, 3TOT MPOLLECC B HEKOTOPOWM CTEMeHW 3aMeHsieT ABUXEHWA PYKWM CBApLLMKA,
0COBEHHO 3TO BaXKHO B TPYAHOAOCTYMHbIX MecTax. OT NpaBUAbHOCTU HAaCTPOMKM 3aBUCUT
¢dopmMa 1 kayecTBo GOPMUPOBAHMS LWIBA, YTO YMEHbLIAET BEPOSTHOCTb NOSIBJEHWS MOP U
YMEHbLUAEeT 3ePHUCTOCTb CTPYKTYPbI, @ 3TO yBE/INYMBAET KPENOCTb LWBA.

Ans peanvsauumn 3ton GyHKUMM B anmapaTe HyXHO 3aZaTb TPU MapameTpa: cuay
nynbcaunn [Po.P], wactoTy nysabcauymm [Fr.P] n cooTHoweHne wumnyabc/naysa (nam
«CKBaXHOCTb») [dut]. Mo ymMmonYaHuio cuaa NyabcaLMm Kak K/o4eBON NapameTp HaxoAnTCs
B nonoxexun “OFF”, To ecTb GYHKLMSA BbIK/OYEH], @ YACTOTa NY/IbCALUU U «CKBAXKHOCTbY
Ha 3HaveHusx 5.0y U 50% CcOOTBETCTBEHHO. YTOObI BK/IOUUTL GYHKLMIO JOCTAaTOYHO
YCTaHOBWUTb CWY My/bCauum 6osiblie HyAs, 3TOT MapaMeTp 334aeTcs B MPOLEHTHOM
BbIPAXEHUWN OT TeKyLLero OCHOBHOIO YCTaHOBJ/IEHHOIO CBAPOYHOr O TOKa.

Mpumep: cBapka 3/1eKTpogoM P3MM, YCTaHOBNEHHOE OCHOBHOE 3Ha4YeHMe CBapOYHOro
ToKa cocTaBaseT 60A, a cuna nyabcaunmn pasHa 40%, Npu 3TOM YacToTa Nyabcauunm 5ol n
«CKBaXHOCTb» 50% MO YMOAYaHMIO.

PesynbTat: Tok ByseT nyabcupoBaTh 0T 36A 0 84A ¢ YacToTol 5L, UMNybCbl ByayT
UMeTb paBHylo GopMmy No aMmnauTyZe, Tak U no BpemeHu. MapameTp "ckBaxHOCTb" no
YMOJIY@HUIO YCTAHOB/EH Ha 50%, MpW M3MEHEHMM 3TOro napameTpa oT 50%, BHOCUTCA
aCMMMETPUA MeXAY BPEMEHEM MMIMY/1bCa TOKa M BpemeHeM "nay3bl" Toka:

MO YMOJ4aHMIO

"ckBaxkHOCTL" 50% "ckBaXHOCTL" 20% "ckBaXHOCTL" 70%
LA LA LA|
50% | 50% Igl 80% |_| |—| 70% Iil |_
il ™
t,cex t,cex t,cex

AnnapaT npuM 3TOM BbICYMTaeT TakK, YTO CpPeAHUA YpOBeHb TOKa BO BpeMs
CcBapo4yHoro npouecca 6OyseT Ha YpOBHE YCTAaHOBJIEHHOrO OCHOBHOIO 3HayeHus
cBapoyHoro Toka 60A (kak W OblNO 33aHHO), COOTBETCTBEHHO W TEMJIOB/IOXEHWE B
CBapOYHbIV OB ByzeT Ha ypoBHe Tex e 60A, HO cTabuabHOCTb CBApOYHOro NnpoLecca u
nepeMeLUMBaHWE CBAPOYHOM BaHHbI U3MEHUTLCSA. ITO OUYEHb BaXHOE YC/0BUE At TOYHOM
OLLeHKM M0/1b30BaTE/IeM KayecTBa M3MEHEHWS NPWY PAaBHOM TEMJIOBJIOXEHUN B CBAPOYHYIO
BaHHY!0.
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[laHHble napameTpbl YCTaHaB/AMBAIOTCA B Pas3/IMYHbIX CUTyaLMsiX MO-pasHOMY,
cornacHo TpeboBaHusM cBaplymka. MNopsigok M3MeHeHWs 3HayeHus Abon GyHKLUKM B
TekylyeM pexurme cBapkuM CMOTpuTe B N.6.1

4. CBAPKA B APTOHE («TIG»)

BHuMaHue! B kayecTBe 3aL4MTHOrO rasa NpUMeHseTCs Yalle BCEero YUCTbIN aproH
"Ar", nHoraa reaui "He", a Takxe ux cMecb B pasinyHbix nponopuumsx. HE 4OMYCKANUTE
Mcno/Jib3oBaHMe ropro4vmnx rasos! Micnosb3oBaHue APYrmx rasoB TOJ/IbKO MO COr/lacoBaHUIo C
npoussoguTesiem obopyA0BaHus.

BHumaHue! I'openKa dproHoBas A0JKHa 6bITb BEHTMILHOIO T™na, C 6aMoOHeTHbIM
pasbeMoM @gMM. MakcMManbHbIM TOK ropesku BbibupaliTe no ceBoum pabounm
TpeboBaHuAM.

BHumaHue! MNpu anntensHbix Tokax 6oaee 150A HeobX0AMMO NPUMEHNATL
roOpenky € BOASAHbIM OxaaxaeHnem!

BHumaHue! BonbdpamoBbIi 371€KTPOA HYXHO 3aTaumBaTb B «UMAy» U
4acToM owmnbKoM ABASeTCS 3aTOUKa 31eKTpoaa B "ocTpue", Ayra npu 3Tom nmeet
BO3MOXHOCTb "BUASATL" M3 CTOPOHbI B CTOPOHY. NpaBUAbHOM 3aTOUYKOW IBASETCA
cnerka NpUTYMEHHbIM HOCMK W 4YeM MeHblle "MATOYEK", BbIAEPXKUBAOL U
yCTaHOB/IEHHbIN TOK, TeM ay4lle. [ToMHUTe, 4TO NpU HONBLIMX TOKaX CBAPKM OYeHb
CUNIbHO 320CTPEHHBIN 3/1EKTPOZ /IErKO OMNABASETCS, U3-3a MaJION Ten00TAauM.
Tak Xe «pUCKM» OT 3aTOUKM A0/IKHbI pacrnoiaraTbCs BAO/Ib OCU 31eKTpoja.

4.1 LUKJ1 CBAPOYHOI O NMPOLECCA - TIG-LIFT

IIA “ l:.u P . Ciuf—: P D.P

T=FrP |

Mopaaok U3MeHeHUs 3HaYeHUs Ntobon byHKL MM cMOTpUTe B M.6.1
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~220V/ 230V
~3x 380V / 400V

APrOHOBAS

Mopsigok nogroToBKM annapata k paboTe:
- BCTaBUTb Kabesib ropesiku B FHe3/4,0 UCTOYHUKA B «—»;
- BCTaBUTb Kabesib «Macca» B FHE3/,0 UCTOUYHMKA A «+»;
- IPUCOEAMHUTL Kabesib «Macca» K U34enuio;
- YCTQHOBUTb PeAyKTOp Ha ra3oBbli 6an/ioH;
- MOAK/MOUYNUTD FAa30BbIV LJAHT FOPEsIKMN K PeAyKTOpy ra3oBoro 6anioHa;
- OTKPbITb KpPaH razoBoro 6as/10Ha, NpOBEPUTb FEPMETUYHOCTb;
- NOAK/OUYNTL CETEBOM Kabesib K CeTU NUTAHUS;
- CEeTEeBOW BbIK/IIOYATEb 14 HA 33/ HEW NaHeAWN NepeBecTy B nosoxeHue «BKJT»;
- C MOMOLL b0 KHOMKM 4 YCTAHOBUTE PEXMM CBapKU «TIG», pexxnMbl NepekoyatoTcs no
Kpyry;
- C MOMOLL b0 KHOMOK 1 YCTAHOBUTE TEKYLLUI OCHOBHOM NapameTp — 3TO TOK CBapKY;
- MpY HeOHXOANMOCTM MOXHO PETY/IMPOBATL AOMOJHUTE/IbHbIE GYHKLLMN CBAPOYHOIO
npouecca, Nopsiiok U3MEHEHUst CMOTpUTE B M.6.1

4.2 QYHKL A NOAXUTA AYTU TIG-LIFT

BHumaHue!!! TpebyeT ouncTKM M34enUs B MECTE MOAXUIA AYTW.

3Ta ¢yHKLMUSA KHOMKW Ha ropesike YCTaHOB/IEHA MO YMOJIHYAHWUIO B JaHHOW Mogenu
obopysoBaHna 1 paspaboTaHa A/1A ropesok C KOHTaKTHbIM MOAXMUIoMm gayru, 6es
MCMO/Ib30BaHNSA OCLUANSTOPOB U T.M. YCTPOWCTB, HO B OT/IMYMM OT KJaccuyeckoro cnocoba
MOJIHOCTbIO YCTPaHSeT YyAapHbIA TOK B MOMEHT nozxura. JaHHaa ¢yHkums B pasbl
YMEHbLUAET pa3spyLUeHMe 1 NonaZaHue B CBapOYHbIM LLOB HEeMJ/aBsaLLerocs Bo/ibhppamMoBoro
3/1eKTPOAA, YTO ABAAETCA OYEHb HEraTUBHbLIM SIBJIEHUEM.

BHumaHue! BeHTUAb Ha ropeske HyXHO OTKPbIBaTb CaMOCTOATE/IbHO 40 MOMEHTA
CBapKW 1 3aKpbIBaTb NOC/1e 3aBepLUeHns npoLecca.

Cnocob npvmMeHeHUst 4aHHOM GYHKLUM 3aK/II04AETCA B MPUKOCHOBEHUW 3/1EKTPOLOM
K u3jgenvio, npu >TOM YAepXuBaTb 31eKTPOA B 3TOM MONOXEHUM MOXHO A0
6eCcKOHeYHOCTU 1 KOrAa NoJib30BaTesIb MOCYMTAET UTO FOTOB K Hayaay CBapku (Hampumep:
ONyCTUA 3alMUTHYIO MacKy Ha r/7as3a M XOpoWoO MNPOAY/J MeCTO 3alUTHbIM rasom) TO
AoctaTo4yHo HavaTb MEJ/IEHHO nogHvMaTh OCTpue 3aTOYEHHOr O 3/1eKTpoAa OT U3jenus.
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Annapart onpeAennT 3STOT MOMEHT U BOCTIPUMET KaK CUFHa K CTapTy NpoLecca CBapku, Tem
cambiM HayHeT MJ/TABHO noBbiwaTb CBapOYHbIA TOK A0 YCTAHOB/IEHHOrO 3Ha4YeHUs, Yem
6onblue OCHOBHOM pabouuii TOK, TeM ObICTpee HYXHO MOAHMMATb 3/1eKTPOJ, WHauye
onnaBuTca. K onTMManbHOM CKOPOCTM OTPbIBA 3/71eKTPOAA HYXHO MpUBLIKHYTb. Bpems
NNaBHOrO HapacTaHwWs Toka [t.UP] A0 yCTaHOB/JIEHHOrO 3Ha4YeHWs Mbl PacCMOTPVM B
CeayIoLEM NYHKTE.

4.3 OYHKL A HAPACTAHNA CBAPOYHOIO TOKA

3Ta PyHKLUMA KpOME SKOHOMUU pecypca 3/1eKTPoAa U B HEKOTOPOW CTEMeHM caMomn
ropenku, Takxe Heobxoguma Ans yzo6CcTBa MO/b30BaHMS rOpPEeNKoW. YcTpaHseT
obpa3oBaHMe HaYa/IbHOro Pacn/aeckMBaHUA CBAPOYHOM BaHHbI, @ TakXe 33 YCTaHOB/IEHHOe
BpeMms NJaBHOro HapacTaHus Toka [t.uP], MOXHO TO4YHO HaBeCTu ropesiky Ha Heobxognmoe
MeCTO CBapKM, Tak Kak MecTo NogxXwura Ayrn B 0cobo 0TBeTCTBEHHbIX U34eANAX He BCeraa
HaxoA4UTCA B MeCTe CBapKM, UM MOXHO Aaxe C MOMOLLbIO 3TOW GYHKL MW NpeaBapUTeNbHO
noAorpeTb MecTo cBapku. [1o ymonyaHutoo yctaHoBaeHO B 3HavyeHne “OFF” - oTkaoueHo.
MopsiaoK M3MeHeHNUs 3HaYeHns 160N GyHKLUKN B TEKYLLEM peXMME CBapKyW CMOTpUTE B
n.6.1

4.4 QYHKL NS CBAPKU UMNY/IbCHbIM TOKOM

3Ta yHKUMA NpesHa3HayeHa A5 obsieryeHns KOHTPOJIS CBApOYHOro npolecca B
MPOCTPAHCTBEHHbIX MOJIOXKEHUAX OT/IMYHBIX OT HMXHEro, a TakXe MpW CBapke LiBETHbIX
mMeTasnnoB. Bo3gencTtsMe  MpPOMCXOAMT  HEMOCPeACTBEHHO Ha  MNepeMeluvBaHue
pacniaB/ieHHOro MeTasifa WBa, @ 3TO B CBOIO oYepesb Ha CTabuabHOCTb GopMMUpOBaHUS
WwBa. B HekoTOpOl cTENeHN 3aMeHsieT ABUXEHWUS PyKU CBapLyMKa Npu cBapke, 0COHBeHHO
5TO BaXHO B TPYAHOAOCTYMHbIX MecTax. TakxXe YacTUYHO MPOUCXOAUT MPUHYAUTENbHOE
BO3/eNCTBME Ha MEpeHOC Karau C NMPUCajOoYHOM MPOBOJOKM B CBApOYHYyl BaHHy. OT
MPaBUAbHOCTM HACTPOMKM 33aBUCUT ¢opMa U KayecTBO GOPMUPOBAHUA LIBA, HTO
YMeHbLUAeT BEepPOATHOCTb NOSAB/JEHUA MOP U yMeHbLUaeT 3ePHUCTOCTb CTPYKTYpPbl, @ 3TO
yBe/IM4MBAET MPOYHOCTb CBAPHOrO COeANHEHMS.

[ns peanvsauum 3ton GyHKLMM B anmapaTe HY>XHO 33aAaTb TPU MapaMeTpa: cuay
nyabcauymn [Po.P], yactoty nynbcaumm [Fr.P] n cooTHoweHne umnynabc/maysa (nam
«CKBaXHOCTb») [dut]. Mo ymonyaHuio cuia nyabcaLmm Kak Kao4eBoi napameTp HaxoAUTCS
B nonoxeHumn “"OFF”, To ecTb GyHKLMS BbIK/IOYEH], @ YaCTOTa Ny/IbCALLUN U «CKBAXHOCTb»
Ha 3HauveHusx 10,0l 1 50% cooTBeTCTBEHHO. YTOOBI BKNOUNTL PYHKLMIO AOCTAaTOUHO
YCTaHOBWUTb CWAY Mynbcaumm 6osiblie HyAns, 3TOT napaMeTp 3aAaeTcs B MPOLEHTHOM
BbIPaXX€eHWN OT TeKyLL,ero OCHOBHOIO YCTaHOB/IEHHOIO CBAPOYHOrO TOKaA.

Mpumep: cBapka HennaBsAWMMCS BOJbPPAMOBbLIM 3/EKTPOAOM AUAMETPOM 2MM,
YyCTQHOB/IEHHOE OCHOBHOE 3HauyeHuWe CBapOYHOro TOKa COCTaBAAeT 100A, a uia
nynbcaunn paBHa 30%, nNpu 3TOM YacToTa Mysbcauun 10,0l N «CKBAXHOCTb» 50% Mo
YMOIYaHMIO.

PesynbTat: Tok 6yaeT nyabcMpoBaTb OT 70A A0 130A c yacTtoTou 10y, MMNYAbCh
ByayT MMeTb paBHyto GOpPMY Mo aMMANUTYAE, TaK U MO BPEMEHW.
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MapameTp "CKBaXHOCTb" MO YMOJIYAHUIO YCTAaHOB/IEH Ha 50%, NPy U3MEHeHUM 3TOro
3HaYeHUs BHOCUT aCMMMETPUIO MEX/JY BPEMEeHeM MMMy/bca ToKa W BpemeHeM “naysbl”
ToKa:

no yMo/14aHUIO

"ckBaxxHOCTL" 50% "ckBaxHOCTL" 20% "ckBaxkHOCTBL" 70%
LA LA 7y
50% | 50% Igl 80% I_I | I 70% EI I—
o o™
t,cex t,cex t,cex

AnnapaTt npu 3TOM BbICYMTAET TaK, YTO MPU COXPAHEHUWM 334aHHON PasHULbI
MMMNyNbCOB, OyAeT NoAAepXMBATbCA CPEAHUM YpOBEHb TOKAa BO BPEMS CBAapPOYHOro
rpouecca Ha YpoBHe YCTaHOB/IEHHOrO OCHOBHOIO 3HAaYEHWA CBAPOYHOro Toka 100A (KaK U
6bI10 33/,@HHO), COOTBETCTBEHHO U TEMJIOB/IOXEHNE B CBAPOYHbIN WOB OyAeT Ha ypoBHe
TeX Xe 100A, HO CTabW/IbHOCTb CBAPOYHOrO MpoLecca U nepemellMBaHUE CBApPOYHOM
BaHHbl U3MEHUTbCA. ITO OYEHb BAXHOE YC/IOBME ANS TOYHOM OLEHKWM MOJIb30BATENEM
KayecTBa M3MEHEHUSA MPU PABHOM TEMIOBIOXEHWUMN B CBAPOYHYIO BaHHY!IO.

[JlaHHble napameTpbl YCTaHABAMBAIOTCA B Pa3/IMYHBLIX CUTYyaLUsaX MO-pasHOMY,
cornacHo TpeboBaHWAM cBaplymka. MopsaAoK M3MeHeHUs 3HavyeHus obon yHKUUK B
TeKyLEeM pexnme CBapku CMOTpuTe B M.6.1

5. MONNYABTOMATUYECKASA CBAPKA («MIG/MAG»)

~220V 1 230V
~3x 380V / 400V

(95,

NONMYABTOMATUYECKASA
TFOPE/NIKA

KJIEMMA "MACCA"

SRy

BHumaHue! B kauvecTtBe 3aWMTHOrO rasa nNpUMEHAETCA NpU CBapke YEPHbIX
METa/I/I0B B NMPOCTENLIEM C/yyae yraekmcabin ras "CO2", a npu cBapke ajtloMUHUS TO/IbKO
WHepTHble ra3bl Tuna aproH "Ar", uHorga renun "He", pna HepxasewwWwmx U
BbICOKO/IErMPOBaHHbIX CTasie 4acTO MPUMEHSIOTCS CMeCM B Pas/iuHbIX MPOMOPLUAX
"80%Ar+20%C0O2". Wcnosb3oBaHMe Apyrvx ras’oB TO/IbKO MO COr1aCoOBaHUIO C
rpousBoguTeseM 0bopys0BaHus.

BHumaHue! Tak kak B anmapaTe NpUMeHEH CTaHAApPTHbIA pasbém KZ-2 Tuna
"EBPO" ans ropesky, TO B MOC/IeAylOULLEM MOXHO NpuobpecTn ropesky mno CBOemy
YCMOTPEeHMIo.

Mopsiaok NoAroToBKM K paboTe nNpu cBapke CNJIOWIHOM NMPOBOJIOKOW:
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- BCTaBWUTb Kabesib «Macca» B rHe34,0 UCTOUYHMKA B «—»;

- NPUCOEAMHUTL Kabeslb «<Macca» K U3genuio;

- WTeKep CM/I0BOMO TOKa 13 OT MexaHW3Ma Nnojayv NpoBOJIOKN MPUCOEAUHNUTL K FHe3ay
NCTOYHMKA A «+»;

- BCTaBWUTb W MPUKPYTUTL A0 ymopa B pa3béM 12 CBApOYHYIO M0JlyaBTOMaTUYeCKyto
ropesky;

- YCTAHOBWUTb peAyKTOP Ha rasoBbli 6a/10H ¢ 3aWwnTHBIM rasom "CO2", "Ar" nan "Ar+CO2";

- MOAKJIIOYNTL Fas0BbIN WAAHT K peAyKTopy rasoBoro 6annoHa 1 wTyuepy 16 Ha 3aAHel
naHenw;

- OTKPbITb KpaH ra3oBoro 6as10Ha, NPOBEPUTL repMETUYHOCTb;

- NOAKJ/IIOUYNTL CETEBOM LWTeKep K CeTU MUTaHUS;

- CeTeBOW BbIKJ/IlOYaTe/Ib 14 Ha 33/ Heli NaHe/ M nepeBecTu B noaoxeHue «BK/1»;

- C nomowbio KHOMKM 6 ycTaHoBuTe pexum ceapkmn [MA  «MIG/MAG», pexumel
nepex/o4aloTCs No Kpyry;

- eC/IM He BKJOUMACA LUPPOBOM AUCMIEN CKOPOCTM NMojayu NpoBoJioku 8, nposepbTe
npeAoxpaHuTesib 15 (HOMUHaAN 4A) Ha 3a4Heln naHew;

- C MOMOLL b0 KHOMOK 1 YCTaHOBUTE HeObXOAMMOeE HanpsiXeHne CBapKy;

- YCTaHOBUTb KaTYLLKY C MPOBOIOKOW HeObX04MMOro AnameTpa;

- NOAHATb BBEPX KOPOMbIC/I0 MPUXXMMHOIO PO/INKa;

- 3aBeCTU CBOHOAHbIN KOHeL, MPOBOJIOKM Yepes BXOAHOM KaHasl B CBapPOUHYIO FOpesky;

- ONYCTUTb M 3aXaTb CBAPOYHYIO MPOBOJIOKY MEXAY PONKAMK, YCUANE MPUXKATUS POJINKOB
HanMcaHO Ha NJaCTUKOBOM PpyyKe, €C/M HeT OMbiTa, TO M3HAYa/IbHO YCTAHOBWUTL Ha
cpeAHee NoJioxeHue (3To NpUMepHO 3);

- C IOMOLLbIO KHOMOK 7 YCTaHOBUTE HEOBXOAMMYIO CKOPOCTb MOAAauM MPOBOJIOKY;

- C MOMOLbIO KHOMKM 6 MpOTsHYTb MPOBO/OKY Yepe3 BecCb KaHan W OTperyaupynte
OKOHYaTe/bHoe ycuane NpuXaTUs POJIMKOB COrlaCHO PeKOMEeH/aLMAM Mo NPOBeJeHuIo
noNyaBTOMaTU4eCKOM CBapku, Mpu 3ToM obpaTuTe ocoboe BHWMaHMe Ha ycuaue
3aXaTusi TOpMO3a KaTyLlKK, KaTylka AomkHa 6bite MUHUMAJ/IBHO-HEOBEXOAMMO
3axaTa W JNlerko BpalaTbCs, HO CaMOMPOW3BOILHOrO PACKPYUMBAHWUA He JO0JIKHO
Habaogatbcsa. BHUMAHWE! Ecam HenpaBuibHO cobpaH TOPMO3HOM MeXaHM3M KaTyLKK,
TO OH MOXET «CaMO3aTArMBaTbLCSA» NPU BPaLLEHUN KaTyLIKK, YTO Yepe3 KOPOTKOe Bpems
npuBeAeT K NoJIHoM 610KMPOBKe NPOBOJIOKM C HapyLLeHWeM fpoL,ecca CBapku, NO3TOMY,
NoXaslyncTa, nepenpoBepbTe 3TOT MOMEHT, Nepej NepBol 3anpaBKon NPOBOJIOKY;

- Npu HeobXOAMMOCTM MOXHO peryanpoBaTb AOMONHUTE/bHblE PYHKLUW CBapOYHOro
npouecca Ha UCTOYHMKe 1 HB10Ke Nogayun NPOBOJIOKK, NOPAAOK U3MEHEHUS CMOTpUTE B
n.6.1

He 3abbiBalite 0 mogave 3alWMTHOrO rasa, A/ NPOBEPKWM €ro HaanyWsa B KaHaje
ropesiku NpeAycMOTpeHa KHOMKA 10, B MOMEHT HaXXaTus KOTOPOM NPOBOJIOKa He NoAaeTcs.

Ecam Bbl HOBMYOK M HeT onbiTa B YCTaHOBKE OMTUMasbHOrO AaB/leHus AAS CBapku

KOHKPETHOro U3 eus, TO Ha NepBblil MOMEHT JaB/ieH)e rasa MOXHO YCTaHOBUTb 60/bLue

ONMTUMabHOrO 3HaveHus ~0,2Mla, 3To Maso NoBAWAET Ha NPOLLeCC, JUllb YBEAUYUTCH

pacxog 3aluTHOro rasa. Ho B Gyayliem Ans SKOHOMUM PYKOBOACTBYMTeCb OOLMMM

peKkoMeHAaLuMAMK  ANS  MpOBeAEeHWs CBapoYHbIXx paboT nosyaBTOMaTamu. Takxe
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HauMHaWTe Co CpeAHero 3HaYeHNsi CKOPOCTU NMOAAUYN MPOBOIOKM (~4...6 M/MUH) 1 cpesHero
HanpsXeHUs Ha UCTOYHMKe (~19B) nmpu nobom AnameTpe ycTaHOBJIEHHOM MPOBOJIOKM
(®0,6...1,2MM), MOXET He ONTUMaNbHO, HO annapaT AOJIXKeH yxe BapuTb. HYTobbl 40buTbCs
NIyYllero pesynbTaTa, HYXHO PeryanpoBaTbh HanpsXeHWe Ha UCTOYHMKE KHOMKaMWu 1 u
CKOPOCTb MOZayM TMpOBOMIOKM KHOMKaMM 7 MexaHM3Ma Mojayn corsacHo obuwmm
peKkomMeHAauunsaM No NpoBeeHNI0 CBAapPOYHOro npouecca nonyasToMatamu. lMomHute, ana
KaX/,0ro KOHKPETHOrOo C/1y4asn 3TW NapaMeTpbl pasHble.

5.1 LK1 CBAPOYHOI'O MPOLLECCA - MIG/MAG - 2T
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Mopadok usmeHeHus 3HayeHUsA aobol PyHkyuu cmompume 8 n.6.1

5.1.1 QYHKLUUNA KHOMNKWU HA TOPEJIKE - 2T

MNpvMeHsieTCs NpuM CBapke KOPOTKUX W cpeaHen AnnHHbI WwBoB. QyHKLMS
3aK/l04aeTCs B C/eAyloWeM: MPW HaXaTUM KHOMKWM Ha ropesike CUrHan ynpas/ieHUs
noctynaet B 6710k ynpaBsieHus, oTpabaTbiBaeTcs GYHKUUS Npes-MpoAYBKU ra3oM 30Hbl
cBapku 3a Bpems [t.Pr] (oTkpbiBaeTCs KnanaH rasa), AaJjiee N0AaeTca CUrHan Ha BKAOYeHMe
MCTOYHMKA W aABuratens nogayn npososokn. C 3TOro MOMeHTa HaunmHaeTcs npouecc
CBapKW, 0iHOBpeMeHHO oTpabaTbiBaeTcs GYHKLMA NAABHOIO BbIXOZA Ha PeXUM CBapKK 3a
Bpems [t.UP], a Takxe MorytT oTpabaTbiBaTbCs AOMONHUTENbHbIE YHKLMM (Hanpumep
WUMMYAbCHBIA PEXMM), BCE 3TO COMMacHO LMK/ CBAPOYHOro MpoLecca NpMBeAEHHOro Ha
uuknorpamme n.5.1. Mocsie OTNycKaHUs KHOMKW, oTpabaTbiBaeTcs ¢yHKLMA MAABHOrO
CNasaHuWa TOoKa M CKOPOCTM MOAayM MpoBOJIOKM 33 Bpemsa [t.dn], 3aTeM WCTOYHUK
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BblktovaeTcs. Janee otpabatbiBaeTcs GyHKLMS nocae-nNpoAyBKM Fra3oM 30HbI CBapKuM 3a
Bpems [t.Po] (c 3aep>KKoM 3aKpbIBaeTCs KaanaH rasa).

5.2 LUK/Z1 CBAPOYHOI'O NMPOLECCA - MIG/MAG - 4T
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Mopadok usmeHeHus 3HaveHUs aobol PyHkyuu cmompume 8 n.6.1

5.2.1 QYHKLUNA KHOMNKU HA TOPEJIKE - 4T v anbT.4T

a) MMPOBOW CTAHAAPT peXuma KHomku — 4T

6) a/bTEPHATUBHbIN PEXUM KHOMKN — anbT.4T

MpuMeHsieTCs Mpu cBapKe AJ/IMHHBIX WBOB. OYHKLUUS 3aK/II04aeTCs B CIeAYIOWeMm:

npu MepBOM HaXaTUW KHOMKM Ha TOpesike CWUrHaja ynpaBjeHus mnocTynaet B 60K
ynpaBaeHus, oTpabaTbiBaeTcs GyHKLUA NPes-npoayBKU ra3oM 30HbI CBapKM (OTKPbIBAETCS
K/lanaH rasa), nocie NepBOro OTMYCKaHWUA KHOMKW MOAAeTCH CUIHa/A Ha BKJOYEeHMe
MCTOYHMKA W ABWUratens nogaym npososokun. C 3TOr0 MOMEeHTa HauyMHaeTcs npouecc
CBapkW, oAHOBpeMeHHO oTpabaTbiBaeTcs GYHKLMA NAABHOIO BbIXOAA Ha PeXMM CBapKU 3a
Bpems [t.UP], a Tak e Moryt oTpabaTbiBaTbCA AOMOJHUTENbHble byHKLUKW (Hanpumep
VUMMYIbCHBINA PEXMM), BCE 3TO COracHO LMK/ CBAPOYHOrO MpoLecca NpUBEAEHHOro Ha
uukaorpamMme n.s.2. lNocne BTOPOro HaXkaTus KHOMKW Ha ropesike, oTpabaTtbiBaeTcs
dYHKLMSA NAABHOMO CNaZaHUsi HanpskKeHWs U CKOPOCTU MOZauyu MPOBOJIOKM 3a BpeMS
[t.dn], 3aTeM UCTOYHMK BbIK/IIOYAETCS.
Mocne BTOPOro OTMYCKaHMA KHOMKM oTpabaTbiBaeTcs GyHKLMSA NOCae-NpoAYyBKN rasom
30HbI CBapku 3a Bpems [t.Po] (c 3a4ep KoM 3aKpbIBaeTCs KanaH rasa).
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B asbTepHaTUBHOM peXuMe KHOMKW anbT.4T, nMponyckaeT BTOPOM TakKT (nepsoe
OTMYyCKaHWe KHOMKM), 3TUM 1 OTINYAeTCA OT MUPOBOIro CTaHAapTa 4T. [oAcHMM: B JaHHOM
C/lyyae cMcTeMa He XzeT NepBoro oTNyCKaHUsA KHOMKM Ha ropesike, a MOMeHTa bHO noc/e
oTpaboTknM ¢yHKUMM Mpes-NpoAYyBKM TFasoM 30Hbl CBapku 3a Bpems [t.Pr] HaumHaeT
npouecc nogxura Ayru — 3TO aHa/lorM4yHO Kak B pexume kHonku 2T. [pu 3Tom nocne
nepBoro oTMyckaHuWs, NMpoLLecc CBapKu MNpogosixaercs 6e3 nameHeHUn. JlaHHbIA pexum
npegocTtasnasieTcs komnaHnern MATOH kak 60HYCHbIN, MCM0J/Ib30BaTh TOJIBKO MO XeIAHWIO,
Tak KaK oH 6osiee MpuBbIYEH C TOYKM 3peHns 6osiee YacTOro MCMOJb30BAHNS KJANEHTaMK
pexuma 2T B K1aCCUYeCcKMX NoJlyaBToOMaTaX, COOTBETCTBEHHO H01ee MHTYUTUBHO MOHSATEH.

5.3 OYHKUNA UHAYKTUBHOCTb

3Ta ¢yHKUMS HeobxoguMMa AN U3MEHEHUs CKOPOCTW HapacTaHWs Toka npu
M3MEeHeHWM HanpsxXeHus Ayrn. B pesysnbrate, ymeHbliaeTcs pasbpbiaruBaHue, HO 3TO
TaKxe B/IMAET Ha NPOLEeCcC KanasnepeHoca, YTo NPMBOAUT Ha BbICOKMX 3HAYEHUAX CTEMNEeHN
MHAYKTUBHOCTN K 3aMeA/IeHMIO npoLuecca CBapkM U CUIbHOMY YMEHbLUEHMIO 4acTOThl
nepeHoca kanesb. V3mMeHsas 3HayeHve 3TOM GYHKUUK, JAETCS BO3MOXHOCTb KaxzoMmy
nosib3oBaTento BbibpaTb A/f cebs oNTUManbHbLIM MNpouecc CBapku. B ocHOBHOM,
MUHMMaJIbHbIE 3HaYEeHUS MPUMEHAIOTCA AJF CBApKW TOAWMH 6onee 3 MM, @ MakCMMasibHble
3HaYeHUs Ana 6osee TOHKUX U3ENUN.

Mo ymonyaHuIO MHAYKTMBHOCTb YycTaHoBaeHa B “OFF”, To ecTb ycTaHOB/ieHa Ha
Hy/1ieBOM cTyneHu. MopsgoK U3MeHeHUs 3HadYeHus Mtobon GyHKUUM B TEKYLLEM pexume
CBapKu cMOTpuTe B M.6.1.

5.4 QYHKL WA NPEA-NPOAYBKU 3ALUTHLIM FA30OM

3Ta ¢yHKUMA HeobxoAMMAa AN 3alMTbl 30Hbl CBapKWM OT BPEAHOro BAWSHUSA
aTMocdepHOro BO3AyXa M 3aKIlOYAeTCs B NpejBapuUTesIbHOW MPOAYyBKe 30Hbl CBApKM
3alMTHBIM rasoM nepej 3aXWraHuem cCBapouyHol Ayru. Mo ymonyaHuio Bpems npej-
npoayBsku [t.Pr] ycTaHOB/NIEHO Ha 3HaYeHMe 0,1 Cek, 3TO 3HaYeHNe MOXHO B /1060 MOMEHT
M3MEHWUTb MO CBOEMY YCMOTpeHUto. NMopAgOoK M3MeHeHUs 3HadyeHus noboln ¢yHKLuMK B
TEKyLleM peXume CBapKyM CMOTpuUTe B M.6.1. MOXHO WCMO/b30BaTh JIEBbIA UHAMKATOP
MCTOYHMKA M MPaBbIN MHAMKATOP 6/10Ka NoAayumn NPOBOJIOKMU.

5.5 QYHKLUNA NOCAE-NPOAYBKW 3ALLUTHLIM FA30OM

ITa PyHKLMS 3aKNI04AETCS B MOC/eAYIoL el NPoAyBKe 30Hbl CBAaPKM 3aLLUTHLIM Fa3oM
noc/se noracaHWs CBapoOYHOM Ayr¥, Tak Kak packasieHHas CBapoyHas BaHHa eLlé HeKkoTopoe
BpemMsi bonTcs BpeAHOro BaAMAHUA aTMochepHOro Bosayxa. Mo ymonyaHuio Bpems nocse-
npoAyBKu [t.Po] ycTaHOBNEHO Ha 3HayYeHMe 1,5 cek, 3TO 3HaYeHMe MOXHO B 060 MOMEHT
M3MEHUTb MO CBOEMY YCMOTpeHuto. MMopsgoK M3MeHeHUst 3HaveHusa abon GyHKuUK B
TEKyLLEM pexume CBapku cMoTpuTe B N.6.1. MOXHO MCMNONb30BaThb /IEBLIM UHAMKATOP
MCTOYHMKA M NPaBbI MHAMKATOP B10Ka Nogaum NPOBOJIOKM.
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5.6 OYHKLNA HAPACTAHUA HANPAXXEHUA/CKOPOCTU NOA4A4YN B HAYAJIE
CBAPKUA

3Ta ¢JyHKUMA HeobxoaMMA AN MAABHOMO BbIXOAA Ha pPeXMM CBapkuM 3a
ycTaHoB/ieHHoe Bpemsi [t.UP], 4TO yMeHbluaeT pacnaeckMBaHWe CBAPOYHOM BaHHbI U
pa3bpbi3rMBaHMe B MOMEHT MOAXMIa, KOrga NMpOBOJIOKA €elé XO/J0AHas. YBennyeHHoe
BPEeMS NJIaBHOrO BbIXOAa NPUMEHSETCA A8 Ha4aibHOro GOPMUPOBaHUS BaHHbI.

BHUMAHME! Yem 6onblue Bpems HapacTaHus - TeM MeHblle HavasbHbi NPOBap,
MOSTOMY NPUMEHSAEeTCs TO/IbKO ANSi CPEAHUX W ANMHHbLIX WBOB. [0 3TOM MpuyMHe He
yBesmunBaTb Bpems bosiee 0,1 cek Npu cBapke NpuxBaTKaMm 1 T.1.

Mo ymonuaHuio Bpems Bbixoda ycTaHoBaeHo “OFF”, To ecTb BbikaoyeHO. MNopsgok
M3MeHEHNS 3HaYeHNs 1o60M GYHKLUM B TEKYLLEM PeXMME CBAPKW CMOTpUTE B N.6.1.

BHMUMAHME! TMpu cBapke NpoBOAOKOM M3 CTanu, Bpems HapacTanusa [t.uP] Ha
MCTOYHMKE AOMKHO 6biTb SO0 paBHO, MO0 YyTb MeHblle 4yeM Ha 6aoke nogaum
npososiokn. [pu cBapke a/jIlOMUHMEBOM MNPOBOJIOKON, Bpems HapacTaHus [t.uP] Ha
MCTOYHMKE JOJIXKHO ObITb 601bLLE (+0,2..4+0,5 CEK) YeM Ha H10Ke Nogayumn NpoBO/IOKM.

5.7 OYHKLUNA CNAAAHUNA HAMPAXXEHUA/CKOPOCTU NOA4AYN B KOHLLE CBAPKU

3Ta ¢yHKUMA npejHasHavyeHa A/A MNJIABHOM 3aBapku KpaTepa obpasytolerocs B
CBapOYHOM BaHHe NoJ AENCTBMEM 3/1eKTPOMArHUTHOIO AYyTbs 3/1€KTPUYECKON Ayron U B
nocaeAytolem ABSIOWMNCH UCTOYHUKOM AedeKToB CBApOYHOro Wwea. CUrHaAoM K Hayany
byHKLMM SBASIETCA OTMyCKaHME KHOMKWM Ha ropesike B KOHLLe npoLecca CBapku, npu 3TOM
ABUXEHWe ropenkn HeobxoAMMO MpeKkpaTUTb W 3aBapuBaTb CMajaloWUM HamnpsxXeHnem
AMKY (3TO M eCTb KpaTep) B CBAPOYHOM LUBE.

Mo ymonyaHuio oba ycTaHOBNEHbl Ha 0,1 CeK, TO ecTb (aKTUYECKM B COCTOSHUM
BbIK/IOYEHO. DTO 3HaYeHMe MOXHO W3MEeHATb MO CBOEeMy YCMOTPEHUIO, MOpPSAAO0K
M3MeHeHns cMoTpuTe B N.6.1.

BHMUMAHME! Mpu cBapke NpoBo/IoKOW U3 cTanu, BpeMsa cnaga [t.dn] Ha UCTOYHUKe
AOJKHO 6bITb 6O paBHO, sMBO YyTb Bosblue yem Ha 610ke nogaun npoBosioku. Mpu
cBapKke a/IlOMMHMEBOM MPOBOJIOKON, BpeMs cnaga [t.dn] Ha UCTOYHWMKe AO/MXKHO 6bITb
MeHbLue (-0,3..-0,7 CeK) 4eM Ha 610Ke NoAa4m NPOBOJIOKM.

5.8 ®YHKL A CBAPKU UMNY/IbCHbIM HAMNPA>XXEHUEM

JT1a PyHKUMA NpesgHa3HaveHa Ans obneryeHns KOHTPO/IA CBAapOYHOrO npouecca B
MPOCTPAHCTBEHHBIX MOJIOXKEHUAX OTNNYHBIX OT HUXHEro, a Takxe NMpU CBapKe LBeTHbIX
mMeTannoB. Bo3geicTBMe  NPOMCXOAMT  HeMmocpeACTBEHHO Ha  MepeMeluMBaHue
pacniaB/ieHHOro MeTasifa WBa, MO3TOMY BO3/AeilCTBYeT B NepByto odepeb Ha popmy LBa.
A TaKkxXe NPOUCXOAUT MPUHYAUTE/IbHOE BO3ZAEWCTBME Ha MEPEHOC Kamnjuv B CBAPOYHYHO
BaHHY, 3TO B CBOIO o4epeAb Ha CTabuabHOCTb npouecca. Kak 1 B Apyrux BuAax CBapKy,
3TOT MPOLECC B HEKOTOPOW CTEMNEHU 3aMeHSIET ABMXKEHUS PYKM CBApLLMKE, 0COBEHHO 3TO
BAXXHO B TPYAHOAOCTYMHbIX MecTax. OT NpaBU/IbHOCTM HAaCTPOMKM Kpome GopMbl 3aBUCUT
M KayecTBO GOPMMPOBAHMA LLIBA, YTO YMEHbLIAET BEPOATHOCTb MOSB/JEHUS MOp U
YMeHbLUAEeT 3ePHUCTOCTb CTPYKTYPbI, @ 3TO YBe/IMYMBAET KPENoCTb LUBA.
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[na peannsanmmn 3Ton GyHKLMM Ha UCTOYHMKE HYXHO 3ajaTb TPM NapameTpa: cuay
nyascaumnn [Po.P], uyactoty nyabcaumm [Fr.P] n cooTHoweHne umnynbc/naysa (Mam
«CKBaXHOCTb») [dut]. Mo ymoYaHuMio cuia Ny/ibcalmmn Kak KAo4eBON NapameTp HaxoAUTCS
B nonoxeHun “"OFF”, To ecTb GyHKL WS BbIKAHOYEH], @ YAaCTOTa NY/IbCaL UM U «CKBAXKHOCTbY
Ha 3HaveHmsx 200 M 50% COOTBETCTBEHHO. YTOObI BKAOUYMTE QYHKLUMIO JOCTAaTOYHO
YCTaHOBUTbL CU/Yy Myabcauum bosblle HyAs, 3TOT MapameTp 3ajaeTcsi B MPOLLEHTHOM
BbIPA>XXE€HUM OT TeKYLL,ero 0CHOBHOIO YCTaHOB/IEHHOrO CBAPOYHOIO HaMpsXXeHus.

Mpumep: cBapka NPOBOJIOKOM 0,8MM, YCTaHOB/IEHHAsA CKOPOCTb MOAa4u NPOBOJIOKM 5,5
M/MVH, YCTaHOB/IEHHOE OCHOBHOE 3HayeHue CBapOYHOro HanpskeHus coctaenseTt 18V, a
cuna nyabcauunn pasHa 20%, Npy 3TOM YacToTa nyabcauunn 20l L, 1 «CkBaXHOCTb» 50% No
YMOIYaHMIO.

PesynbTaT: HanpskeHue WCTouYHMKa bOyAeT nynbcupoBaTb OT 14,4V o 21,6V ¢
yacToTon 20, UMMy AbChl ByAyT UMeTb paBHyto GOpPMY NO aMIANTYAE, TaK 1 MO BPEMEHW.

MapameTp "ckBaXXHOCTb" MO YyMOJYaHMIO YCTaHOBAEH Ha 50%, NPy U3MEHEHUN 3TOro
3Ha4YeHNA BHOCUT aCMMMETPUIO MeXAy BPeMeHeM MMMY/bCa HanpsXeHWs U BpeMeHeM
"naysbl" HanNpsXKeHua:

no YMOAYaHMUIO

"ckBaXxHOCTBL" 50% "ckBaxHoOCTL" 20% "ckBaxHoOCTL" 70%
uyv (VRY/ IRY
50% | 50% [:’cﬂ 80% ﬂ |_| 70% |§| L
o~ ™
t,cex t,cex t,cex

AnnapaT npu 3TOM BbICUMTAET TaK, YTO CPEAHUIN yPOBEHb HaMPsXKEHUs BO BpeMS
CBapoyHoro npouecca 6yseT Ha ypOBHE YCTAaHOBJIEHHOrO OCHOBHOIO 3HayeHus
CBapOYHOro HanpskeHus 18V (Kak 1 6bl10 3a/,@aHHO), COOTBETCTBEHHO U TEMJIOB/IOXEHNE B
CBapOYHbIV WOB byAeT Ha ypoBHe Tex xe 18V, HO CTabuUAbHOCTbL CBAPOYHOrO MPOLLECC],
nepeMeLUMBaHWE CBAPOYHOM BaHHbI U NPOBap M3MeHATbCA. TO OYeHb BaXHOe YyC/0BUe
AN19l TOYHOM OL,eHKM NO0J/Ib30BaTe/IeEM KAa4yeCTBa U3MEHEHUS NPY PaBHOM TEMNJI0B/I0OXEHUMU B
CBapOYHYIO BaHHY!O.

Ecam ctouT 33ajava MMEHHO YMEeHblUMTb TEnJ0B/NOXEeHWEe B LWWOB, C MOMOLLbIO
MMMNYNbCHOrO peXxuma, Hanpumep nNpu CBapke TOHKMX MeTana/l0B, TO JAOCTaTOYHO
YMeHbLaTb, CTaHAAPTHbIM CMOCOO6OM, OCHOBHOE HampsXXeHWe WCTOYHWMKE, NMPU STOM
aMnAnTYyAa UMMNY/JbCOB W May3, YCTAHOB/JEHHble paHee, b6yayT aBTOMaTUYECKM
NnoACTpavMBaTbCs MOJ 3TO HanpsiKeHWe, COOTBETCTBEHHO MOJ/b30BaTeNb bOyaeT 4yeTko
NMOHWMaTb, HACKO/IbKO YMEHbLUM/ TeKyliee TersoB/IOXeHWe B LWWOB MO CPaBHEHWUIO C
npeabiAyWwmnM pexumMoM, OAHOBPEMEHHO MeHss B obon KombuHauuu cuay u
«CKBAXHOCTb» MMMY/1bCOB A1 MOJYYEHMA HYXHOrO nNpouecca. 3ajava 3Ta He MpocTas, Tak
KaK pery/iMpytoTcs cpasy HeCKOoJ/IbKO NapameTpoB.

JaHHble napameTpbl YCTaHaBAMBAKOTCA B Pas/IMYHbIX CUTyauMsaxX MNO-pasHOMY,
cornacHo TpeboBaHuaAM cBaplymka. [MopsAoK M3MEHEHUs 3HayeHusa Mobon GyHKUUKN B
TeKyLLeM pexmnme CBapkum cMoTpuTe B M.6.1
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5.9 YHKLUUA BKJKOYEHUA u OTKJIOYEHNA ABUTATE/IA

ITa AonosHuTeNbHaA GYHKUUS A1 BO3SMOXHOCTM OTKIIOUNTL paboTy auratens,
MOXEeT He MNPUCYTCTBOBaTb B MEHI, Tak Kak MpW HaavuMu cBA3M MexAay 61okamu
ynpaBJ/ieHWs, annapaT cam NpMHUMAaeT peLleHne O BKIOYEHUM U BbIK/OUYEHUN ABUraTeNs B
KOHKPETHOM pexuMme cBapku. Ec/M 3TOT NyHKT ecTb, TO AAs MpaBu/bHON paboTh
noJlyaBTOMaTa 3TOT NapameTp 0JKeH 6bITb B nosoxeHnn «ON».

6. BbIBOP M HACTPOMKA OYHKLINA AMMAPATA

Ec/n He HaxuMaTb KHOMKM Ha nepejHel NaHenu, annapaTt BbIBOAWUT Ha LMPpPOBOM

WHAMNKATOP C JIeBOM CTOPOHbI 3Ha4YeHMe OCHOBHOMO NapaMeTpa TeKyLLero pexvma cBapKu:
1) B pexkume "MMA" — cBapOUHbIN TOK;
2) B pexxume "TIG" — cBApOUHbIV TOK;
3) B pexume "MIG/MAG"” — cBapoyHOe HanpsxeHue.

Ha nesom wuHaukaTope B MoOMeHT cBapkm “MIG/MAG” nokasbiBaeTca Tekyliee
3HayeHWe TOKa, MoJlyuMBlUEeeCs B pe3y/bTaTe ciegyownx $GakTopoB: UCMO/b3yeMOoro
AVaMeTpa MpOBOJIOKM, YCTAaHOB/IEHHOrO 3HAYEHWS HAaMPSXXEHUS Ha  MCTOYHMKE,
YCTaHOBJ/IEHHOM CKOPOCTM MOAAYM MPOBOJIOKM Ha MexaHW3Me Mojayu, UCNosib3yeMoro
rasa, maTepuana v TOJ/ILYMHBI CBapUBAaEMOro usjenus u T.4. 3HayeHWe rnokasbiBaeTcs B
TeyeHun 8 cek Mocse OKOHYAHWA CBApKM - 3TO A/ BO3MOXHOCTM CaMOCTOSTE/IbHON
nepenpoBepky CBapmMKom 6e3 NocTopoHHel nomowmn. A Ha LMPpPOBOM MHAMKATOPE C
MpaBol CTOPOHbI B 3TOM Xe pexume "MIG/MAG” BbIBOAUTCS 3Ha4YeHUE CKOPOCTU MoAaum
NPOBO/IOKM B "M/MUH".

KHonka 3 Ha nepesHel naHenn annapaTta oTBeYaeT 3a BbIOOP PYHKLUM UCTOUHMKA B
TeKylleM pexume CBapKM, a KHOMka 11 3a Bblbop ¢yHKLMM 670Ka MoAaun B pexume
MIG/MAG, 370 bysaem paccmaTpmBaTb B N.6.1.

KHonka 4 Ha nepeZHel naHesn annapaTta OTBeyaeT 3a BbIOOp pexuma CBapku, 3TO
byaem paccmaTpmBaTth B N.6.2.

KHomnkn 1 Ha nepesHeln maHe/M OTBeYAlOT 3a M3MeHEHMWe TeKyLiLero 3HayeHWs Ha
u1$pOBOM MHAMKATOPE C IEBOW CTOPOHbI.

KHonkn 7 Ha nepesHen maHenn OTBeYaloT 3a M3MeHeHMe TeKyliero 3HayeHWs Ha
u1$pOBOM MHAMKATOPE C NPaBOMN CTOPOHBI.

6.1 MEPEKNKOYEHUE HA HEOBXOAMMYIO OYHKLINIO

Ecnv B annapate ycTaHOB/IeHa CMCTEMa 3aLLUTbl OT HECAHKLMOHMPOBAHHOIO A0CTyMa
K MeHI0 GYHKLMIN, TO NMPU HAXaTUM Ha KHOMKY 3 Ha MCTOYHMKE Ha MHAMKATOpe c/eBa He
MPOUCXOAUT HUKAKMX MW3MEHeHWIM, TO ecTb 3Ta KHomnka 3absokupoBaHa. YTo6bl
pa3biokmMpoBaTh HEOBXOAMMO yAepxkaTb €€ B HaXKaTOM COCTOsHUM bonee 3,5 cekyHA. Mpu
pa36/10KMpOBaHUN Ha MHAMKATOP BbIBOAUTCS M306paXkeHne OTKPbIBAKOLLMXCS 3aMOYKOB,
yKasblBatowee o rnpouecce pa3baokMpoBkM MeH byHkuui. [locne ycnewHoro
pa3b10KMpPOBaHMSA, NMPU HAXaTUN KHOMKK 3, Ha LMbPOBON AUCNIEN BbIBOAUTCS TeKyllee
Ha3BaHwWe GYHKLUM 1 eé 3HaYeHue.

BHumaHue! [locne oTnyckaHWA KHOMKWM 3 Yepe3 2 CeKyHAbl 3SKpaH CHOBa
Mepek/IlYNTC Ha OCHOBHOW MapaMeTp TeKyliero pexuma csapku. [oka gucnnen
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nokasblBaeT TekyLylo GyHKL MO, e€ 3HaYeHNe MOXHO U3MeHNTb B 60/1bLLYIO MM MEHbLUYIO
CTOPOHY, C NMOMOLLbIO KHOMOK 1. /160 npu BbICTPOM HaXaTUM U OTMYCKaHUW Ha KHOMKY 3
MOXHO NepeKs/Ilo4aTbCs Ha CleAyiolyto GYHKL MO, MO KPyrYy.

BHumaHue! Ecan ysepxuBaTh KHOMKY 3 Gonblue 10 cek, TO Ha AuUCraee MOSBUTCA
06paTHbIN OTCYeT 333...222...111..., HYXHO OTMYCTUTb KHOMKY /10 UCTEYEHWS 3TO BPEMeHH,
uTObbl He COPOCUTL BCe HACTPOMKWM AaHHOIO pexuma K CTaHAAapPTHbIM 3aBOACKMM. JTy
3agauy bysem paccmaTpuBaThb B 11.6.3.

AHaNOrMyHO, MpU HaXaTUM KHOMKWU 11 Ha LUPOBON MHAMKATOP CrpaBa BbIBOAUTCA
rpadumueckoe Ha3BaHMe Tekylen pyHKLUM 610Ka Nogaum Npososioku. C MOMOLLbIO KHOMOK
7 MOXHO U3MEHWUTb B MEHbLUYIO 1AM 60IbLLIYIO CTOPOHY.

Ecinm meHio 3absiokvpoBaHo, Kak M B Caydae € MeHIO GYHKUWMIA Ha UCTOYHMKE -
AOCTaTOYHO yAepXaTb 3Ty KHomnKy bosee 3,5 cek

6.2 MEPEKJILOYEHME HA HEOBXOAUMBIV PEXXUM CBAPKM
[na Bblbopa HeobxoAMMOro pexmma CBapkuM HaXMUTe KHOMKY 4. Pexwumsbl
nepekJ/Il4atoTCs Mo KPYyry, 3TO BUAHO Ha AUCTIee 2 Ha NepeAHen naHe n.

6.3 CBPOC HACTPOEK BCEX ®YHKL M TEKYLLEFO PEXXUMA CBAPKU

MoryT npoucxoauTb CUTyaluW, KOrja HacTPOMKWM B anmnapaTe HeCKOJIbKO 3aryTanu
nonb3oatess. s Toro 4to 66l COPOCUTL 3HaUEHUSI HACTPOEK K CTaHAAPTHBLIM 3aBOACKUM
HeobXOAMMO MPUMEHSITb Ty Xe KHOMKY 3 KOTOopas MCMo/b3yeTcs A/f BXOAA B MEHIO
byHkumn. Jns cbpoca HaCTpoeK A0CTaTOYHO YA epXMBaTb HEMPEPLIBHO KHOMKY 3 6oblue
10 cek (He obpalaTb BHUMaHWE Ha OTPUCOBKY 3aMoukoB). Ha Tabao HayHeTcss obpaTHbIN
OTCYeT 333...222...111 W NPU JOCTUXEHMM "000" BCe HACTPOMKM TeKYLLEero pexuma CBapku
byayt obHosneHbl Ha 3aBogckue. CHbpoc napameTpoB 4S8 KaXAOro pexuma CBapku
/leNnatoTcs OTAeNbHO. ITO cAenaHo A1 ya06cTBa — 4Tobbl He cbpocnTb MHAMBUAYAbHbIE
HaCTPOMKM B APYTUX 4BYX peXunMax.

AHaNOrMyHO MOXHO cOpOCUTL MapameTpbl Ha 6/10Kke Nogayun NPOBOJIOKU C MOMOLLbIO
KHOMKM 11.

6.4 BAMEHEHUWE HOMEPA NMPOrPAMMbI B TEKYLLEM PEJXKXUME CBAPKU

B kaxagom pexume cBapkm MMA, TIG n MIG/MAG ecTb BO3MOXHOCTb
Mo/Ib30BATE/NO COXPaHATb A0 16 Pas/MYHbIX BapMaHTOB HacTpoek. Tekywwuii Homep
HaCTPOWKM (MPOrpamMMmbl) BbIBOAUTCA B BEPXHEM NPaBOM Yy MHAMKATOPA HaXoAsALLerocs
Ha nepeAHel NaHeNN UCTOYHWMKA. B MOMEHT mepBOro BK/IIOYEHWs anmnapaTa nporpamma
Bcerga nog N21 f/1A Kaxa0ro pexuma cBapku. Bce nameHeHus B HacTpolike annapaTta B
Z,@HHOM peXxuMe CBapKu U TeKYLLLEM HOMEpPE MPOrpaMMbl COXPaHSIOTCS.

YTobbl meperTn Ha Apyror HoMep MpOrpaMMbl M HayaTb HACTPOWMKY CHOBA C
6a30BbIX MapaMeTpOB, J0CTAaTOYHO HAXaTb Ha KHOMKY 3 U eC/iv MeH!0 Bbibopa yHKL MM He
3ab10KMpoBaHO, Torga Ha MHAMKATOP BbIBOAMTCS TEKYLL M HOMEP NPOrpamMmMbl, KOTOPbIN
MOXHO C MOMOLLbIO KHOMOK 1 U3MeHUTb B BO/bLUIYIO MW MeHbLUY CTOPOHY. Ecan meHto
Bblbopa yHKUMM He 3abNOKMPOBAHO, HampuvMep: MoJ/b30BaTeNb Kak pa3 neped 3TUM
M3MeHsAN AOMOJHUTE IbHbIE NnapaMeTpbl QYHKUWUIA OMucCaHHble B N.6.1, TO HeOHXOoAMMO
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3abs10kMpoBaTb MeHio Bbibopa GyHKLMIM C MOMOLLbIO yAep>aHus KHoMku 3 bonee 3,5 cek,
TOYHO TaK Xe KaK ¥ Mpu pa3b/1okMpoBaHMK, MPU 3TOM Ha MHAMKaTope byAyT oTobpaxaTbcs
3aKpbIBaOLLMECH 3aMOYKM, MO OKOHYAHUM STOM onepauum MeHto byaeT 3ab1oKMpoBaHO U
Tenepb MOXHO CHOBa MOBTOPWTL MOMbITKY M3MEHEHUS HOMEpPa MPOrpamMmmbl C NMOMOLLbIO
KHOMKK 3. MpK 3TOM BCe NapameTpbl NpeabliAyLL e NporpaMMbl ByAyT COXpaHeHbl U K Hel
BCerfa MOXHO BEPHYTbCS CHOBA.

7. OBLLMIM CNNUCOK N NOCNEAOBATE/IBHOCTb GYHKL MM

Pexxum ceapku «MMA»
0) oCHOBHOM oTobpaxaembin napameTp TOK = goA (no ymos4aHuio)
a) 8 ... 160A (war nsmeHenmsa 1A) ana StandardMIG-160
6) 10 ... 200A (war nsmeHeHua 1A) ans StandardMIG-200
B) 12 ... 250A (war u3meHeHus 1A) ans StandardMIG-250
r) 12 ... 270A (war nameHeHus 1A) ana StandardMIG-270
A) 14 ... 350A (war nsmeHeHus 1A) anqa StandardMIG-350
1) cuna «Fopsivero ctapTa» = 40% (N0 yMON4aHMIO)
a) o[OFF] ... 200% (war n3meHeHus 5%)
2) BpeMsi «[ opsiyero ctapTa» = 0,3 ceK (Mo yMO4aHuio)
Q) 0,1... 1,0CeK (War MU3IMeHEeHUs 0,1 Cek)
3) cunna «Popcaxa gyrm» = 40% (Mo yMO4YaHUI0)
a) o[OFF] ... 200% (war n3meHeHuns 5%)
4) ypoBeHb cpabaTbiBaHus «Popcaxa Ayru» = 12V (Mo yMos4YaHuo)
a) 9 ... 18V (war nsmeHeHns 1V)
5) HAK/IOH BO/IbTaMMEePHOM XapakTepUCTMKM = 1,4V/A (N0 yMonYaHuio)
a) 0,2 ... 1,8V/A (war nsmeHeHus o,4V/A)
6) cBapka Ha kopoTkow gyre = OFF (no ymon4aHuto)
a) ON — Bk/ItOYEHO
6) OFF — BbIKNtOUYEHO
7) 610K cHXXeHMsA HanpsikeHust = OFF (Mo ymosnvaHmio)
a) ON — Bk/ItOYEHO
6) OFF — BbikAtOYEHO
8) cuna nynbcayumii Toka = OFF (no ymonuaHuio)
a) o[OFF] ... 80% (war nameHeHus 5%)
9) YacToTa nyabcaumi Toka = 5,0l L, (Mo YMOAYaHMIo)
a) 0,2 ... 500 ' (AMHAMUYECKMI LWAT U3MeHeHUs 0,1 1L, ... 1 TL)
10) COOTHOLUEHME MMMYJIbc/nay3a (CKBaXHOCTb) — 3TO NPOLeHT 60/1blero UMNy/ibca Toka
K nepnogy cnefoBaHUs 3TUX UMMNYAbCOB = 50% (MO0 yMONYaHUIO)
a) 20 ... 80% (war nameHeHus 5%)
Pexxum cBapku «TIG»
0) OCHOBHOM oTO6paxaemblin napameTp TOK = 100A (Mo yMONYaHUIO)
a) 8 ... 160A (war nsmeHenusa 1A) ana StandardMIG-160
6) 10 ... 200A (war nsmeHeHus 1A) gna StandardMIG-200
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B) 12 ... 250A (war usmeHeHus 1A) ans StandardMIG-250

r) 12 ... 270A (war nameHeHus 1A) ana StandardMIG-270

A) 14 ... 350A (war nsmeHeHusa 1A) ansa StandardMIG-350
1) Bpems HapacTaHua Toka = OFF (no ymonyaHuio)

a) o [OFF] ... 15,0 cek (war n3MeHeHUs 0,1 cek)
2) cunia nyabcaumi Toka = OFF (no ymonvaHuio)

a) o[OFF] ... 80% (war nsameHeHus 5%)
3) YacToTa ny/bcauui Toka = 10,0 'y (MO yMoNYaHUIO)

a) 0,2 ... 500 'y (AMHaMMYeCKMI Wwar nsmeHenns o,1 1y, ... 1 y)
4) COOTHOLLEHMe MMNYJIbc/Nay3a (CKBaXHOCTb) — 3TO NPOLLEHT 6o/blIero MMMy ibca Toka K
nepuoay caeA0BaHUsA 3TUX UMMNY/IbCOB = 50% (N0 YMOYaHMIO)

a) 20 ... 80% (war nsameHeHms 5%)

Pexxum cBapku «MIG/MAG»
Ha neBom nHAMKaTOpPe MCTOYHMKA TOKa:
0) ocHOBHOM oTobpaxaembin napameTp HAMPAXEHWE = 19,0V (no ymonvaHuto)
a) 12,0 ... 24,0V (war nameHeHus o,1V) ans StandardMIG-160
6) 12,0 ... 26,0V (war nsmeHeHus 0,1V) gna StandardMIG-200
B) 12,0 ... 28,0V (war nsmeHeHus o,1V) ana StandardMIG-250
r)12,0 ... 29,0V (war nameHeHus o,1V) ansa StandardMIG-270
4) 12,0 ...30,0V (war usmeHeHus o,1V) ans StandardMIG-350
1) peXKuMm KHoMKM Ha ropenke = [2T] (Mo ymMoa4aHmnio)
a) 2T — pexum KHonku Ha ropenke 2T
6) 4T — CTaHAAPTHBIN PEXUM KHOMKW Ha ropesike 4T
B) a/bT.4 T — a/lbTEPHATUBHbBIV PEXUM KHOMKW Ha ropesike 4T
2) UHAYKTUBHOCTL = OFF (Mo ymonvaHuio)
a) o [OFF] ... 3 cTyneHs (lwar M3MeHeHUs 1 CTyneHb)
3) BpeMs npez-npoayBKM 3aLMTHBIM Fa30M = 0,1 ceK (N0 YMOYaHMIo)
a) 0,1... 25,0 cek (Lar M3MeHeHs 0,1 cek)
4) Bpems nocsie-npoAyBKM 3alWUTHBIM Fa30M = 1,5 cek (M0 YMONYaHMI0)
Q) 0,1... 25,0 cek (lar N3MeHeHWs 0,1ceK)
5) Bpemsi HapacTaHua HanpsxeHus = OFF (no ymonyanuio)
a) o [OFF] ... 5,0 cek (Wwar U3MeHeHUs 0,1 CEK)
6) BpeMa cnagaHus HanpsXxeHus = 0,1 cek (Mo YyMOAYaHMIO)
a) 0,1 ... 5,0 ceK (War U3MEHeHMs 0,1 CeK)
7) cuna nynbcaunin HanpsikeHust = OFF (no ymoavaHuio)
a) o [OFF] ... 80% (war n3meHeHuns 5%)
8) yacToTa Ny/abcauni HanpsxxeHus = 20 'y (Mo yMo4aHuio)
a) 5 ... 5oo 'y (war nameHeHma 1 y)
9) COOTHOLUEeHMe UMMY/Ibc/Nay3a (CKBaXHOCTb) — 3TO NPoL,eHT 60/1bLUEro UMMybca
HanpsXXeHusa K Nepnoay ciesoBaHunsa = 50% (Mo yMoa4aHuio)
a) 20 ... 80% (war nsameHeHus 5%)
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Ha npaBom MHAMKaTope MexaHu3ma NoAaun NpoBOJIOKU:
0) ocHoBHOM oTobpaxaembin napameTp CKOPOCTb nogaun = 7,0 M/MUH (MO yMOHaHUIO)
a) 2,0 ... 16,0 M/MVH (War n3meHeHWs 0,1 M/MWH)
1) peXmM KHOMKM Ha ropesike = 2T (Mo yMO/14aHMIo)
a) 2T — pexunm KHONKu Ha ropenke 2T
6) 4T — CTaHAAPTHbIV PeXUM KHOMKK Ha ropesike 4T
B) aNbT.4T — a/lbTEPHATUBHbIN PEXUM KHOMKWN Ha ropeske 4T
2) BKA/BbIKJ. ABUratens nogayu npososoku = ON (Mo ymonyaHumio)
a) ON — Bk/itoYeH
6) OFF — BbIK/ItOYEH
3) BpeMs npej-npoAyBKu 3alUTHbIM ra3oM = 0,1 ceK (N0 YMOYaHWI0)
a) 0,1... 25,0 cek (LL1ar U3MEHEHMUS 0,1 CeK)
4) BpeMsi nocae-npogyBKu 3alMTHBIM rasoMm = 1,5 cek (Mo yMO4aHUIo)
a) 0,1... 25,0 cek (Lar M3MeHeHMs 0,1 cek)
5) BPeEMS HapacTaHMsa CKOPOCTU NOZaum NPOBOJIOKM = 0,1 CeK (N0 YMOYaHMIO)
a) o [OFF] ... 5,0 cek (war n3meHeHus 0,1 ceK)
6) BpeMsa cnagaHus ckopocTu nogayun nposoaoku = OFF (mo ymonyanuio)
a) o [OFF] ... 5,0 cek (war n3meHeHus 0,1 ceK)

8. PEXXM PABOTbI OT FTEHEPATOPA
MNcToYHMK NUTaHus npurojeH A5 paboTbl OT reHepaTopa npw yC/10BUM:

YcTtaHoBAeHHOe Mpu paboTe agnameTpom MwuHumanbHas
Mpu paboTe
RO 3HayeHue ToKa MPOBOJIOKU MOLLHOCTb
npu MMA n TIG npu MIG/MAG reHepartopa
[7p) He 6onee 80A He 6onee Jo,6MM 3,0 KBA
3 He 6os1ee 120A He 6os1ee Jo,8MMm 4,5 KBA
[7)A He 6osiee 160A 6,0 KBA
He 6bonee J1,0MM
@5 nekronn. He 60s1ee 200A 7,7 KBA
ds He 6osiee 250A 10,0 KBA
He 6bonee J1,2MM
26 nerkonn. He 6os1ee 270A 12,0 KBA
26 40 350A He 6osiee J1,4MM 16,0 KBA

Ana 6e3oTkasHol paboTbl! BbixogHoe MexdasHoe HanpsiXeHne reHepaTopa He A0/KHO
BbIXOAMTb 3a 40MYCTUMbIE Npejesbl:

- 160-260B (a19 mogeneit StandardMIG-160/200/250);
- 320-440B ans Bcex Tpex ¢as (ana mogenen StandardMIG-270/350).
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9. YXOA U TEXHUYECKOE OBC/TY>KMBAHVE

BHumaHume! lMepes TeMm, Kak OTKpbITb annapaTt, HEO6X0AMMO BbIK/NIOUYNUTL €ro, BbiHYTb
ceTeBolM wTekep. JlaTb BO3MOXHOCTb PaspsaAWTbCS BHYTPEHHUM LensM  annapaTa
(MPUMEPHO 5 MMH) 1 TOJIbKO MOC/IE 3TOro NPOM3BOAUTL OCTasbHble gencTaus. Mpu yxoge
YCTaHOBUTb TabMUKy, 3ampeLLatoLLyto MPOU3BOAUTL BKOUYEHME.

Ans Toro, utobbl coxpaHuTb annapaT paboTocnocobHbIM Ha MHOrvMe roAbl,
HeobxoaMMo cobaaTh HECKOIbKO MPaBu:

- MPOUW3BOAWTb MHCMEKLMIO MO TexHMKe 6e30MacHOCTH B 3a4aHHble MHTepBabl
BpemeHu (cMm. Pasgen ,YkasaHus no TexHuke besonacHocTn”);

- MpU MHTEHCMBHOM MCNO/Ib30BaHMM, PEKOMEHAyeM pas B NoAroja npojysaTb annapar
CyXMM OKaTbiM BO3yxoM. BHumaHue! [poayBka co CANLWIKOM KOPOTKOrO pacCTOAHMS
MOXeT NPMBECTU K NOBPEXEHMNIO 3/1€KTPOHHbLIX KOMMOHEHTOB;

- 1pu 60/1bLIOM CKOMAEHWM MbIIM NPOYNCTUTL KaHasIbl CUCTEMbI OX/IAXKAEHUS BPYYHY!O.

10. MPABUJIA XPAHEHUA

3aKOHcepBMPOBaHHbIl‘/II n yHaKOBaHHbIl)'I NCTOYHUK XPaHUTb B YCNOBUAX XPaHEHUA 4 NO
MOCT 15150-69 CPOKOM A0 5 /1€eT.

PackoHCepBMPOBaHHbIM  UCTOYHUK  JOJ/DKEH  XPaHUTbCS B CYXMX  3aKpbITbIX
nomeLLeHUsIX NpWU TemnepaType BO3AyXa He Huxe nutoc 5 °C. B nomeLeHnax He f0MKHO
6bITb NApPOB KMCNOT U APYrUX aKTUBHBIX BeLLecTB.

11. TPAHCIMTOPTUPOBAHUE

YnaKkoBaHHbIA UCTOYHMK MOXET TPaHCMOPTUPOBaTbCS BCEMMU BUAAMU TPAHCMOPTa,
obecreunBaloL, MMM €ro COXPaHHOCTL € cobtogeHreM NpaBu/ NepeBo30K, YCTAHOB/IEHHbIX
ANS TpaHCnopTa AaHHOro B1Aa.

12. KOMMJIEKT NMOCTABKU

1. VICTOYHMK NUTaHMA CBApPOYHOM AYrU C CeTeBbIM Kabenem —1uwT;
2. Kabesnb c anekTpogoaepxatenem ABICOR BINZEL, 3m —1WT;
3. [openkanonyasTomatnyeckas ABICOR BINZEL —1uT;
4. Kabesnb cBapouHbIf ¢ kieMmoi «macca» ABICOR BINZEL, 3m —1uwT;
5. BblcTpoCbeMHbIV NHEBMOpa3bem —1uwT;
6. WHCTpykuma no akcnayaTaymm —1uWwr.
7. ®upmeHHbI rodpokopod PATON —1WT;
Ana modenel StandardMIG-160/200/250:
- Ponvkn ans cnaowHol nposoaoku (0,6-0,8; 1,0-1,2) — 2 KOMM;
Ans modeneli StandardMIG-270-400V:
- Ponvkn ans cnaowHol nposoaoku (0,6-0,8; 1,0-1,2) — 2 KOMI;
- KomniekT TpaHCNOPTUPOBOYHbIX KONec —1uwT;
Ana modenell StandardMIG-350-400V:
- Ponvku ana cnnowHow npoeoaoku (0,8-1,0; 1,2-1,6) — 2 KOMM;
- Ponvku gns antomMmmHneBom npoBosioku (0,8-1,0) —1KOMM;
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- KoMnnekT TpaHCnopTMpoOBOYHbIX KONEC —1WT;
13. MPABUJIA TEXHUKWN BE3OMNACHOCTU
OBLME NONOXXEHUSA

CBapouYHbIi annapaTt U3roToB/EH B COOTBETCTBUM C TEXHUYECKUMM CTaHAApTamu U
YCT@HOBJ/IEHHbIMU NPaBUAAMU TEXHWUKN 6€30MacHOCTU. TeM He MeHee NpU HenpaBUIbHOM
0bpalleHnn BO3HMKAEeT OMACHOCTb:

- TPaBMMpPOBaHUA 06CNYXMBAIOLLErO MEPCOHANA UM TPETLETO INLL3;

- npuunHeHus yuwepba camMomy annapaTy WAM MaTepuasbHbIM  LeHHOCTAM
npeAnpuaTUs;

- HapywweHus 3 dekTMBHOro paboyero npouecca.

Bce nvua, KoTopble CBA3aHbI C BBOAOM B 3KCMJ/yaTauuio, YNPaBIEHUEM, YXO40M U
TEXHUYECKUM 06CYXMBAHWEM annapaTta 40/XKHb:

- NPOWTM COOTBETCTBYIOLLYIO aTTECTALMIO;

- 06134aTb 3HAHMSIMU MO CBapPKE;

- TOYHO cobtOAATb AAHHYIO MHCTPYKLMIO.

HeuncnpaBHOCTM, KOTOpble MOFYT CHWM3UTb 6€30MacHOCTb, AO/XKHbI BbITb CPOYHO
yCTpaHeHbI.

OBA3AHHOCTUM NOJ/Ib3OBATENA

Monb3oBaTenb 06A3yeTCa gonyckaTts K paboTaM Ha CBapOYHOM anmnapaTe TObKO /UL,
KoTopble:

- 03HAKOMUANCH C OCHOBHBLIMU MPAaBUNAMKN TEXHUKM 6€30MacHOCTH, NpoLiv obyyeHue
Mo MCMoJ/Ib30BaHMIO CBAPOYHbIM 060pYyA0BaHNEM;

- npounTanu pasgen «MpaBuna TexHUKM 6e30MacHOCTU» U YKa3aHUA 0 HEOBXOAMMbIX
Mepax MpeAoCTOPOXHOCTH, MPUBOAUMbIE B AAHHOM PYKOBOACTBE, W MOATBEPAWUTL 3TO
cBOeM NoAMNuChIO.

JNYHOE 3ALLMNTHOE OCHALLEHUE

Ans ainyHon 3awmTel cobatoganTe cnegytolme npasuaa:

- HOCUTb MPOYHYI0 00YBb, COXPaHSIOLLYIO M30/IMPYIOLLMEe CBOMCTBA, B TOM YMC/IE U BO
B/I@XHbIX YC/IOBUSX;

- 33 MLWATb PYKM U30/IMPYIOLLUMU NepyaTKamu;

- r7asa 3aWMmwaTtb 3alMTHOM MACcKOM C OTBEYAKWMUM CTaHAApPTaM TEXHWUKM
6e3onacHOCTU GUABTPOM NPOTUB YAbTPabUOSETOBOIO U3NYUHEHUS;

- UCMO/Ib30BAaTb TOJIbKO COOTBETCTBYIOLLYIO TPYAHO BOCM/IAMEHSIOLLYIOCSH OAEXAY.

OMACHOCTb BPE/ZHbIX TA30B U UICNAPEHNIA

- BO3HWKWMWMN AblM W BpeAHble rasbl yAanuTb U3 paboyel 30HbI cneuuasbHbIMK
cpeAcTBaMy;

- obecneunTb OCTATOUYHBIV NPUTOK CBEXEr0 BO3AYX3;

- Mapbl pacTBOPUTE/IEN HE A40JIXHbI MONaAaTh B 30HY U3/ly4YeHUs CBAPOYHON Ay,

OMACHOCTb BbIJIETA NCKP
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- BOCM/1IaMeHsIoLnecs npegmeTbl y4aanTb M3 paboyen 30Hbl;

- He JOMycCKaloTCcs CBapoyHble paboTbl Ha eMKOCTHAX, B KOTOPbIX XPaHATCH WM
XPaHWAWCH rasbl, roptoyee, HedbTenpoyKTbl. Bo3MOXHa 0nMacHOCTb B3pbiBa OCTaTKOB 3TUX
NPOAYKTOB;

- B MOXapoOomnacHbIX 1 B3pblIBOOMACHbIX NMoMelleHnsx cobatogaTe ocobble npasBuna, B
COOTBETCTBMM C HALMOHA/IbHBIMU U MEXAYHapPOAHbLIMU HOPMaMU.

OMACHOCTb CETEBOI'O U CBAPOYHOI'O TOKA

- MOpPaXeHMe 3NeKTPUYECKMM TOKOM MOXKET BbITb CMepTe/IbHbIM;

- CO3/aHHblE BbICOKMM TOKOM MarHWTHbIe MO MOTYT OKasblBaTb OTpULaTE/IbHOE
BO3AeNcTBMe Ha paboToCnocobHOCTL 31eKTponpubopoB (HanpumMep, KapANOCTUMYASTOP).
Jlvua, Hocswme Takue npubopbl, AOMKHLI MOCOBETOBATLCA C BPAYOM, MpexAe 4em
npmbanXKaTbCsA K paboyel CBapoYHON NAOLLAAKE;

- CBapOYHbIN Kabesb Ao/KeH BbiTb NPOYHLIM, HEMOBPEXAEHHbIM 1 U30/MPOBAHHbIM.
OcnabneHHble coefMHEHUS Y NOBPEXAEHHbIN Kabesb HY)XHO He3aMeANUTENbHO 3aMEHUTb.
CeTeBble kabesm 1 kabesm CBApOYHOro annapaTta A0/KHblI CUCTEMATUYECKM NPOBEPATLCS
CMeLManncToM 31eKTPUKOM Ha UCTIPaBHOCTb M30NSLUY;

- BO BPEMS UCMO/1b30BaHMWS 3aMNpeLLaeTcs CHUIMaTb BHELLHWIM KOXYX annapara.

HE®OPMA/IbHbIE MEPbI MPEAOCTOPO>XHOCTU
- MHCTPYKL MO MOCTOAHHO XPaHUTb B6/IM3K MeCTa MPYMEHEHNsI CBAPOYHOro annapara;
- [OMOSHUTENIBHO K WHCTPYKLUKM cobogaTb AeWCTBylOlWMe oblimne M MecTHble
npaBuaa TeXHWKM 6€30MacHOCTH 1 3KO0TUK;
- BCe YKa3aHWUs Ha CBapOYHOM annapaTe CoZepXaTb B YATAEMOM COCTOAHUMN.

BNYXXAAKLWME CBAPOYHbBIE TOKU

- cneauTb 33 TeMm, 4TObbI Knemma kabens mMaccol Hblna MPOYHO NpUCOeAMHEHA K
N3 enuto;

- MO BO3MOXHOCTW He YCTaHaB/AMBaTb CBAPOYHbIA annapaT HeMOCPeACTBEHHO Ha
371eKTPONpPOBOAHOE MOKPbITME MO/ UAN paboyero cTosa, UCMNOABb30BaTbh U30/MpYlOLLME
MPOKAAAKM.

MEPBI NMPEAOCTOPO>XXHOCTU B OBbIYHbIX YC/IOBUAX

MUHUMYM OAWH pa3 B Hejesllo MPOBepsTb annapaT Ha BHeLHWe MNOBPeXAeHUs U
dYHKLMOHMPOBaHWe NpesoxXpaHUTENbHbIX YCTPOMUCTB.
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14. FAPAHTUMNHBIE OBA3ATE/IbCTBA

KomnaHus «MATOH MHTEPHELLUH/T» rapaHTvpyeT ucnpaBHyto paboTy NCTOUYHMKA
nUTaHus npu  cobsogeHnn notpebuTenem ycI0BUIA  3KCMAyaTauuMM, XPaHEHUs U
TPaHCMOPTUPOBaHMS.

BHMUMAHME! BecnnatHoe rapaHTuiiHOe o6cayXuBaHue OTCYTCTBYeT npwu
MexaHM4eCKnX NoBpeXAeHUAX CBapoyHoro annapara!

StandardMIG-160
StandardMIG-200 5 et
StandardMIG-250

StandardMIG-270-400V
StandardMIG-350-400V

3roaa

OCHOBHOM rapaHTUMHbIA NEPUO UCUUCANETCA CO AHA NPOAAXWU WMHBEPTOPHOMO
060py0BaHNS KOHEYHOMY MOKYNaTesto.
B TeuyeHwWe OCHOBHOro rapaHTUMHOrO nepuoga npogasel, obsasyeTcs, becnaaTHo

AN BNagenblia MHBepTopHoro obopygosaHus PATON:

- NPOU3BECTUN AMUArHOCTUKY U BbIIBUTb NPUYUHY NMOJIOMKM,

- obecneunTb HEO6XOAMMBIMU A5 BbINOJHEHWNS PEMOHTA Y3/1aMU U 3/IeMeHTaMu,

- MpoBecTu paboTbl MO 3aMeHE BbILEALNX U3 CTPOS 3/IEMEHTOB U Y3/10B,

- NPOBECTU TECTMPOBAHME OTPEMOHTUPOBAHHOIO 060pyA0BaHMs.

OcHOBHble  rapaHTuiiHble  00A3aTeNbCTBa  He  pacnpocTpaHAlTCs  Ha
obopyaoBaHue:

- C MeXaHW4yecKMMU MOBPeXAEHUsSMM, MOBAMSBWMMM Ha paboTocnocobHocTb annapaTta
(aedopmalms kopnyca v AeTanen B CNeACTBUM MafeHWe C BbICOTbl MAW MajeHWUs Ha
obopyzoBaHMe TAXENbIX MPEAMETOB, BbiNaZeHMe KHOMOK U Pa3bEeMOB),

- CO C/lelamMmm KOPPO3UK, KOTopas CTaa NPUYMHON HEMCNPABHOIO COCTOSIHUS,

- Bblllejllee M3 CTPOS MO TMPUYMHE BO3AEUCTBMA HAa €ro CUIOBblE WU 3/IEKTPOHHbIE
3/1eMeHTbl 06UIbHOM BAary,

- BbllleZllee 13 CTPOs No NPUYMHE HAKOMIEHWUS BHYTPY TOKOMPOBOAALLEN MblaW (Yro/bHas
Mbl/b, MeTaNANYecKasn CTPYXKa u 4p.),

- B C/lyyae MonbITKM CaMOCTOATE/IbHOrO PEMOHTa ero Y3/10B /UM 3aMeHbl 3/1eKTPOHHbIX

3/1IEMEHTOB,

ZaHHoe obopyA0BaHMe, B 3aBUCUMOCTM OT YC/I0BUIM SKCMYaTaL MM PeKOMEHAYEeTCS, OAMH

pa3 B nosroga, Bo u3bexaHue BbIXOAA annapaTa W3 CTPOs, MPOBOAWUTb UUCTKY

BHYTPEHHMX 3/1IEMEHTOB M Y3/10B CKATbIM BO3AYXOM, CHATb 3aLMTHYIO KPbILWKY. YMCTKY

HeobxoAMMO NMPOBOAUTL aKKYPaTHO, YAEPXUBAs WAAHT KOMNPeCccopa Ha A0CTaTO4YHOM

paccTosHuM BO u3bexaHue MOBPEXAEHUS MaWKWM 3/IEKTPOHHBIX KOMMOHEHTOB WU

MeXaHUYeCcKMX YacTen.

TakXXe OCHOBHble TrapaHTUIHble 0653aTe/IbCTBA He PaCNpOCTPAHSAIOTCH Ha

BbllUeALMEe U3 CTPOS BHELIHWE 3/1eMeHTbl 000pyA0BaHMS, NOABEPXEHHbIE PU3MUecKoMy
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KOHTaKTy, W COMyTCTBylOWMe/pacxoHble MaTepuasbl, MPEeTEeH3UM MO  KOTOPbIM

MPUHMMAIOTCA He MO3Xe ABYX Hedeslb Noc/e MPoAaXu:

- KHOMKa BK/IIOYEHUS 1 BbIK/IIOYEHWS,

- PY4KM peryiMpoBKi CBapOYHbIX NAapaMeTpoB,

- pa3b&Mbl NOAKJIOYEHNA Kabenel n pykaBos,

- pa3béMbl yripaBaeHuns,

- ceTeBOM Kabesb U BUIKA CeTeBOro Kabens,

- pyyKa A5t NepeHoCKW, HaneuHbI peMeHb, Kenc, Kopobka,

- 3/1eKTPOAOAEPXKATE b, K/IEMMA «MacCChl», FOPE/IKA, CBAPOUHble Kabensa 1 pykaBsa.
MpogaaseLl, ocTaBaseT 3a coboM NpaBo 0TKa3aTb B NPEAOCTABAEHNN FAPAHTUNHOIO

peMoHTa, /B0 YCTaHOBWTL B KayecTBe /AaTbl Hayasa WCMOJHEHWUS rapaHTUMHBIX

0653aTe/IbCTB MECSIL, M FOZ BbiMycka annapaTa (yCTaHaBAMBAIOTCSA MO CEPUMHOMY HOMepY):

- NpVY yTepe NacnopTa BAaje/bLieM,

- MpY OTCYTCTBMM KOPPEKTHOro uan Booble kakoro-vbo 3amosHeHus nacrnopTa

NMpoAaBLOM MpU NPoAaxe annapaTa,
- FApaHTUIMHBIA CPOK MPOZJIEBAETCS, HA CPOK rAPaHTUMHOIO 06CYXMNBaHWS annapaTa B
CEepBUCHOM LieHTpe.
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Connection to power line/power panel (at 25°C):
WARNING! Consider wires in walls and other extensions

Electrode to be Set current Wire cross- Cross-section of Maximum
used in MMA value forMMA | section diameter each core of the cable length,
mode and TIG at MIG/MAG mains cable, mm?2 m
1 x 220V/230V - StandardMIG-160, StandardMIG-200, StandardMIG-250
1.0 75
1.5 115
2 mm Max. 80A Max. @0.6 mm 2.0 155
2.5 195
4.0 310
1.5 75
2.0 105
73 mm Max. 120A Max. 0.8 mm 2.5 130
4.0 205
6.0 310
2.0 75
J4mm Max. 160A 2:5 95
4.0 155
Up to Z1.0mm 6.0 230
2.5 75
@5 mm Max. 200A 4.0 125
6.0 185
2.5 60
&5 mml®6 mm Up to 250A Upto @1.2 mm 4.0 100
fusible
6.0 150
3 x 380V/400V - StandardMIG-270, StandardMIG-350
1.5 135
2 175
723 mm Max.120A Max. 0.8 mm 2.5 220
4 350
6 525
130
i mm Max.160A 2:5 160
4 260
Max. 1.0 mm 6 385
2.5 115
@5 mm Max.220A 4 180
6 270
2.5 85
26 mm
fusible Max. 270A Max. @1.2 mm 4 135
6 205
2.5 65
26 mm Up to 350A Max. d1.4 mm 4 100
6 150

-71- PATON StandardMIG DC MMA/TIG/MIG/MAG



FPATON

1. GENERAL PROVISIONS
PATON StandardMIG-160/200/250/270-400V/350-400V single-body inverter digital semi-automatic machines are
designed for manual arc welding (MMA), argon arc welding (TIG) and semi-automatic welding (MIG/MAG) in safety gas
and mixtures at direct current. The advantage of using a fully digital control method in this machine is the lack of
disadvantages inherent in multifunction systems made from analog control systems, which, by definition, are always
customized for a particular mode, and all other modes as additional have control disadvantages. In a fully digital system,
the control board has absolutely all the resources within its full capacity and no matter what mode it is used in. This
machine is designed for domestic and semi-industrial use. It provides a good load duration at its full rated current of
160A/200A/250A/270A[350A respectively, which is enough to work with any electrodes from 1.6 mm up to the most
high-fusing @6mm (for StandardMIG-350-400V) and semi-automatic welding with solid wire of @0.6 mm to @1.4 mm (for
StandardMIG-350-400V). The source is initially set to optimum values for most applications and is simple enough, if you
don't go into the intricacies of additional settings that already require a lot of skill from the welder. Polarity reversal for
flux-cored welding is possible. For hazardous working conditions, there is a built-in no-load voltage reduction unit in the
MMA mode, with the possibility to switch it on and off. A distinctive feature of PATON Standard series semi-automatic
machines is a very powerful, high-quality and sealed metal wire feeder, as well as the availability of the KZ-2 EURO type
connector, which has become a standard in the world, allowing the user to later change the torches at his discretion.
The StandardMIG models from PATON have a built-in undervoltage protection, as well as short-term
overvoltage protection.
StandardMIG-350-400V has a top-of-the-line 4 roller feeder with all roller drive.
The unit saves all current settings at the time of shutdown and restores them when the unit is switched on.
The machine stores up to 16 individual user settings (programs) under its own number in each welding mode.
Main advantages:
1. Wide possibilities of adjusting welding parameters:
a) in MMA mode — 1 (basic) + 7 (additional) + 3 (for pulse mode)
b) in TIG mode — 1 (basic) + 1 (additional) + 3 (for pulse mode)
¢) in MIG/MAG mode - 2 (basic) + 6 (additional) + 3 (for pulse mode)
2. The availability of adjustable pulse mode in all types of welding;
3. In addition to surge protection, a system is installed to stabilize operation during large, long-lasting voltage
fluctuations in the supply from 160V to 260V (for StandardMIG-160/200/250 models) and from 320V to 440V
(for StandardMIG-270-400V/350-400V models);
4. Adapted to the standard household power network. Due to the high efficiency, the source provides half the
power consumption compared to traditional sources;
5. Adaptive fan speed, i.e. it increases when the unit is hot and slows down when it is cold. It saves fan life and
reduces dust in the unit;
6. The convenience of work thanks to the long duty cycle (DC) on the rated current, which allows to weld
practically continuously by electrodes;
7. Increased reliability of the unit in dusty production conditions, as the source microelectronics is placed in a
separate compartment;
8. A thermal electronic protection system is installed on all heating elements of the source;
9. All electronics in the unit are impregnated with two layers of high-quality varnish, which ensures the reliability
of the product during its entire service life;
10. Improved excitation and stability of the arc combustion, which virtually eliminates electrode sticking.
11. It provides small dimensions and mobility, which makes it easy to weld in hard-to-reach places.
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PARAMETERS StandardMIG StandardMIG StandardMIG StandardMIG StandardMIG
-160 -200 -250 -270-400V -350-400V
Rated supply mains voltage 50Hz, V 220 220 220 3380 3380
230 230 230 3X400 3X400
Rated input current from mains, A 18...21 23...27 29.5...35 12...14 16...18.5
Rated welding current, A 160 200 250 270 350
Maximum operating current, A 215 270 335 350 450
Duty cycle (DC) 45%]/at 160A 45%]at 200A 45%/at 250A 55%]/at 270A 55%]/at 350A
100%/at 107A 100%/at 134A 100%/at 167A 100%)/at 200A 100%)/at 260A
Voltage variation limits of mains 160 — 260 160 — 260 160 — 260 15% 1%
voltage, V
Rated supply mains voltage soHz, V 8-160 10 — 200 12 — 250 12 —270 14 —350
Rated input current from mains, A 12— 24 12-26 12-28 12-29 12-30
Wire feed speed control limits, m/min 2.0-16 2.0-16 2.0-16 2.0-16 2.0-16
Stick electrode diameter, mm 1.6 — 4.0 1.6-5.0 1.6-6.0 1.6-6.0 1.6-6.0
Solid welding wire diameter, mm 0.6-1.0 0.6-1.0 0.6-1.2 0.6-1.2 0.6-1.4
Wire feeder mechanism 2 roller 4 roller
Maximum weight of the coil, kg 5 | 15
Pulsed welding modes MMA: 0.2...500Hz; TIG: 0.2...500Hz; MIG/MAG: 5...500Hz
Hot-Start in MMA mode Adjustable
Arc-Force in MMA mode Adjustable
Anti-Stick in MMA mode Automatic
No-load voltage reduction unit in MMA onjoff
mode
No-load voltage in MMA mode, V 12/75
Arc ignition voltage, V 110
Rated input power, kVA 4.1... 4.7 | 5.1..6.1 | 6.6...7.8 | 8.0...9.4 | 10.7...12.3
Maximum input power, kVA 5.9 | 7.5 | 9.5 | 11.4 | 15.3
Efficiency, % 90
Cooling Forced
Operating temperature range —25 ... +45°C
Dimensions, mm (length, width, height) 420 X 245X300 | 420X 245X300 | 420X 245X300 | 615X310X 460 | 615X 310 X 460
Weight without coil and accessories, kg 11.0 11.2 11.5 27.6 27.7
Protection class* P21 P21 P21 P21 P21

*In the Standard series, the body of the devices does not allow objects larger than 5.5 mm in
diameter to enter the unit, as well as vertically dripping water does not interfere with the

operation of the device

Recommended length of power welding cables when welding:

Maximum current Cable length (one Cross-sectional Cable brand
way) area
Max. 160A 2...7m 16 mm? KG 1x16
Max. 200A 3..9m 25 mm? KG 1x25
Max. 250A 5..11m 35 mm? KG 1x35
Max. 270A 5..11m 35 mm? KG 1x35
Up to 350A 6..14m 35 mm? KG 1x35

WARNING! The utility button on the back of the StandardMIG-160/200/250 is not a
power button, so it does not completely power off all internal electronics when the
machine is turned off. For this reason, as a safety precaution, disconnect the plug
from the mains after you have finished welding.
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3 B
4

1 - Buttons to adjust the selected parameter to decrease and increase (default: for MMA
—welding current, for TIG — welding current, MIG/MAG - welding voltage);
2 — Digital display;
3 — Button for selecting the source function in the current welding mode;
4 — Button for selecting the welding mode:
a) Manual arc welding with stick electrode (MMA);
b) Tungsten-arc inert-gas welding (TIG);
) Semi-automatic welding in safety gas environment (MIG/MAG);
5 —Machine overheat indicator: it does not light up usually,
it blinks when overheated;
6 — Wire-filling button (no gas supplied);
7 — Buttons for adjusting parameters to decrease and increase (default: wire feed speed);
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8 — Digital display of the wire feeder;
9 — Safety gas check button (no wire feed);
10 — Button for selecting functions of the wire feeder;
11 — Torch button mode indicators (27/47/alt.4T modes);
12 — KZ-2 EURO type connector for semi-automatic torch connection;
13 — Power supply plug to the wire feeder;
14 — Source on/off breaker/button (decorative color and shape);
15 — Fuse holder (4A) for wire feeder;
16 — Safety gas connection;
17 — Lifting protective cover for wire feeder and coil compartment;
18 — Ground cable connection point.
A —Power socket "+" of bayonet type:
a) For MMA welding, the electrode cable is connected (in rarer cases, when special
electrodes are used, the "ground" cable is connected);
b) For TIG welding, only the "ground" cable is connected;
c) In the case of semi-automatic MIG/MAG welding with solid wire, the cable to the
feeder shall be connected;
d) In the case of semi-automatic MIG/MAG welding with flux wire, "ground" cable
shall be connected;
B — Power socket "-" of bayonet type:
a) For MMA welding, ground cable is connected (in rarer cases, when special
electrodes are used, the electrode cable is connected);
b) For TIG welding, only the argon torch is connected;
c) In the case of semi-automatic MIG/MAG welding with solid wire, the "ground"
cable is connected;
d) In the case of semi-automatic MIG/MAG welding with flux wire, the cable is
connected to the feeder.

2. COMMISSIONING
Warning! Before commissioning, please read the section "Safety instructions" in cl.
13.
2.1 INTENDED USE
The welding machine is designed exclusively for manual arc welding with a stick
electrode, argon welding, and semi-automatic welding with safety gas.
Any other use is considered improper. The manufacturer is not liable for any damage
caused by improper use.
Intended use is subject to the instructions in this operating manual.

2.2 PLACEMENT REQUIREMENTS

Welding machine is protected against the penetration of foreign solid objects larger
than 5.5 mm in diameter.

-75 - PATON StandardMIG DC MMA/TIG/MIG/MAG



PATON] |

The welder can be placed and operated outdoors. The internal electrical parts of the
unit are protected against direct exposure to humidity, but not against condensation
droplets.

WARNING! Do not turn off the machine immediately after welding in hot weather or
after intensive welding work in any weather! Allow the electronic components to cool down
within 5 minutes.

WARNING! After using it in cold weather, after turning it off and then cooling
down, condensation forms inside the unit, so it should not be turned on earlier than
3...4 hours!!!

Therefore, do not turn off the unit during cold weather if you plan to turn it on sooner
than 4 hours later.

Place the machine so that there is unobstructed cooling air in and out through the air
vents on the front and rear panels. Make sure that metal dust (e.g. from sanding) is not
sucked directly into the machine by the cooling fan.

WARNING! The unit can be life-threatening after a hard fall. Install on a stable
hard surface.

2.3 MAINS CONNECTION

The welding machine is designed as standard for:

1. 220V mains voltage (-27% +18%) for StandardMIG-160/200/250 models;

2. Three-phase 3x380V or 3x400V (StandardMIG-270-400V/350-400V models), for which
three wires are provided. Safety regulations for working with welding equipment require
grounding the unit's housing. There are two options for this: 1) using the fourth wire in the
yellow-green mains cable (international marking standard); 2) using the bolt terminal on
the rear of the machine (tougher grounding standard, used in CIS countries) in
StandardMIG-270/350-400V models.

Warning! If the unit is connected to mains voltages above 270V (StandardMIG-
160/200/250) or 450V (StandardMIG-270-400V/350-400V), all manufacturer's warranty
obligations will become void!

The manufacturer's warranty will also become null and void if the mains phase is
incorrectly connected to the source ground.

The mains connector, the cross-sections of the power supply cables, as well as the
mains fuses must be selected according to the technical data of the unit.

2.4 CONNECTION OF THE MAINS PLUG

WARNING! The mains plug must be suitable for the supply voltage and current
consumption of the welding machine (see technical data). For safety reasons, use power
sockets with a guaranteed ground connection and never use the neutral wire of the mains
for this purpose!

WARNING! For StandardMIG-160/200/250 models, the mains switch 14 is a signal
button that blocks only the power current of the welding machine, but does not completely
disconnect the internal electronics of the machine. Therefore, as a safety precaution,
remember to unplug completely when connecting.
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To prepare the source for operation:

- Insert the electrode cable into the source A "+" socket;

- Insert the "ground" cable into the source B "-" socket;

- Connect the "ground" cable to the piece;

- Connect the mains cable to the power supply;

- Turn the mains switch 14 on the rear panel to the "ON" position;

- Set the welding mode MMA with button 4; the modes are switched in a circle;

- Set the current main parameter (the welding current) with button 1;

- If necessary, you can adjust additional functions of the welding process, see paragraph
6.1.

Warning! In the MMA welding mode, the stick electrode is energized after the mains

switch has been switched to "I" position. Do not touch conductive or grounded objects such

as the housing of the welding machine, etc. with the electrode, as the machine will perceive

this situation as a signal to start the welding process.

3.1 WELDING PROCESS CYCLE - MMA

LA| U HsE dot] |PoP u

To change the value of any function, see cl. 6.1.

3.2 HOT-START FUNCTION

Advantages:

- Improved ignition even with poorly ignited electrodes;

-Better weld penetration of the base material during ignition, hence, fewer lack of
penetration;
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- Prevention of slag inclusions;

- Manual adjustment: allows to set the function level to a minimum value, which greatly
reduces the power consumption at the initial moment of ignition, thus allowing the
source to start on line voltage values close to the minimum possible, but reducing the
quality of the ignition moment (the device becomes similar to a transformer source, but
in certain situations it is the only possible way). It is also possible to increase the function
to the maximum value to improve the ignition torque even more (when running from a
good mains). But don't forget that the higher current of this function can burn the piece
when welding thin metals, so we recommend reducing the "Hot Start" in this situation.

How it is achieved:

For a short time at arc ignition, the welding current is increased by the default setting of
+40%.

Example: Welding with @3mm electrode the set basic welding current is goA.

Result: The hot start current will be 9goA + 40% = 126A.

In the advanced settings, you can change both the strength of the "Hot Start" [H.St]
and the time of the "Hot Start" [t.HS]. Do not exceed the "Hot Start" force and time
unnecessarily, because at high limit values it requires a very strong power supply, and in the
absence of a good power supply, the ignition process will even be disrupted.

To change the value of any function in the current welding mode, see section 6.1.

3.3 ARC-FORCE FUNCTION

Advantages:

- Increased welding stability at short arc;

- Improved metal dripping into the weld pool;

- Improved arc ignition;

- Reduces the likelihood of electrode sticking, but this is not the "Anti-Stick" function,
which we will talk about in the next paragraph;

- Manual setting: allows you to set the level of the function to a minimum value, which is
insignificant, but reduces the energy consumption and the concentration of heat input
when welding thin metals. It reduces the probability of burning through, but also reduces
the stability of combustion in a short arc (the machine becomes similar to a transformer
source). It is also possible to increase the function to the maximum value for even greater
combustion stability in the short arc, but this requires a better power supply and
increases the probability of burning through the piece.
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To change the value of any function in the current welding mode, see section 6.1.
How it is achieved:

If the arc voltage drops below the minimum allowable voltage for a stable arc, the
welding currentincreases by the default level of +40%.

In the advanced settings, both the Arc Force [Ar.F] and the trigger level [u.AF] can be
changed. Do not exceed the power and trigger level of the "Arc Force" unnecessarily,
because it affects the operation of the "Anti-Stick" function at high limit values, especially
when welding with thin electrodes less than @ 3.2 mm, which will be discussed in the next
paragraph.

3.4 ANTI-STICK FUNCTION

At the initial ignition of the arc, the electrode may stick and tack to the piece. This is
prevented by many functions of the device, but it can still happen, which in turn leads to
the first incandescence, and subsequently to the destruction of the electrode.

In such a situation, machine activates the built-in "Anti-Stick" function, which works
constantly in the MMA mode and reduces the welding current after 0.6...0.8 seconds after
detecting this condition. It also makes it easier for the welder to separate (tear off) the
electrode from the piece without the risk of burning his eyes by accidentally igniting the
arc. After separating the electrode from the piece, the welding process can continue
unhindered.

3.5 SLOPE CONTROL FUNCTION OF THE VOLTAMMETRIC CHARACTERISTIC

This function is primarily designed for comfortable welding with different types of
electrode coatings. By default, the slope of the voltammetric characteristic [BAH] is set to
1.4V/A, which corresponds to the most common electrodes with rutile type of coating
(ANO-21, MR-3). For more comfortable operation with electrodes with a basic type of
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coating (UONI-13/45, LKZ-70), it is not necessary, but it is recommended to set the slope
[BAH] to 1.0V/A. In their turn, electrodes with cellulose type of coating (CC-1, VCZ-4A) even
require setting the slope of voltage characteristic to 0.2...0.6V/A value and in this case
sometimes it is necessary to raise the operation level of "Arc-Force" function [u.AF] up to
the value of 18V.

To change the value of any function in the current welding mode, see section 6.1.

3.6 SHORT ARC WELDING FUNCTION

This function is especially useful when welding ceiling seams, when it is necessary not
to stretch the welding arc too much. For this purpose, the machine has an option to turn
the "Short-Arc" function to the "ON" position. By default, it is in the "OFF" position.

To change the value of any function in the current welding mode, see section 6.1.

3.7 NO-LOADING VOLTAGE REDUCTION UNIT FUNCT

When welding in tanks, cisterns and places requiring an increased electrical safety
system, the no-load voltage reduction function can be activated.

When the electrode is detached from the piece, after 0.1 second the voltage at the
source terminals is reduced to a safe level below 12V.

This requires the no-load voltage reduction unit, which is present in this model of
equipment, but is in the "OFF" position by default, i.e. turned off, since it is known that
turning on any such function somewhat impairs arc ignition.

To change the value of any function in the current welding mode, see section 6.1.

3.8 PULSED CURRENT WELDING FUNCTION

This function is designed to facilitate the control of the welding process in spatial
positions other than bottom and in the welding of non-ferrous metals. The effect is
directed to the mixing of the molten weld metal and to the drip transfer into the weld pool,
and this in turn affects the stability of the weld formation and the welding process. In other
words, this process to some extent replaces the movements of the welder's hand, which is
especially important in hard-to-reach places. The shape and quality of the weld formation
depends on the correct setting, which reduces the likelihood of pores and reduces the
granularity of the structure, and this increases the strength of the weld.

To implement this function, three parameters must be set in the unit: pulsing power
[Po.P], pulsing frequency [Fr.P] and pulse/pause ratio (or "duty ratio") [dut]. By default, the
pulsing power as a key parameter is in "OFF" position, i.e. the function is disabled, and the
pulsing frequency and "duty ratio" are at the most common values of 5.0Hz and 50%
respectively. To enable the function, it is sufficient to set the pulsing power greater than
zero. This parameter is set as a percentage of the main welding current set.

Example: When welding with @3 mm electrode, the set main welding current is 60A
and the pulsing power is 40%, with a pulsing frequency of 5.0Hz and a default "duty ratio"
of 50%.

Result: The current will pulse from 36A to 84A with a frequency of sHz. The pulses will
have the same shape in amplitude and time. The "duty ratio" parameter is set to 50% by
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default. If you change this parameter from 50%, the asymmetry between the current pulse
time and the current "pause" time is entered:

By default
"duty ratio" 5o% "duty ratio" 20% "duty ratio" 70%
LA LA LA
50% | 50% I%l 80% |_| I—l 70% |§| I—

t,cex t,cex t,cex
The machine will calculate that while maintaining the set pulse difference, the
average welding current will be maintained at the main welding current of 60A (as set),
respectively the heat input to the weld will be at the same 60A, but the stability of the
welding process and the mixing of the weld pool will change. This is a very important
condition for the user to accurately estimate the amount of change in weld pool heat input.
These parameters are set up differently in each situation, according to the
requirements of the welder. To change the value of any function in the current welding
mode, see section 6.1.

4. TUNGSTEN-ARC INERT-GAS WELDING (TIG)

Warning! As a safety gas, pure argon "Ar" is used most often, sometimes helium
"He" or their mixture in different proportions. DO NOT allow combustible gases! Other
gases should only be used in agreement with the manufacturer.

Warning! The argon torch must be of the valve type, with a @gmm bayonet
connector. Choose the maximum current of the torch according to your working
requirements.

Warning! Always use a water-cooled torch with continuous currents of more than
150A!

Warning! A common mistake is to sharpen the electrode to a "needle", while the
arc can “wag"” from side to side. The correct sharpening is a slightly blunted tip, and the
fewer are the “needle butts” that can withstand the set current, the better. Keep in mind
that at high welding currents, a very sharpened electrode is easily melted due to low heat
transfer. Also, the “stripes” from sharpening should be located along the axis of the
electrode.
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4.1 WELDING PROCESS CYCLE - TIG-LIFT
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The procedure to prepare the machine for operation:
- Insert the torch cable into the source B "-" socket;;
- Insert the "ground" cable into the source A "+" socket;
- Connect the "ground" cable to the piece;
- Install the reducer on the gas cylinder;
- Connect the gas hose of the torch to the reducer of the gas cylinder;
- Open the valve of the gas cylinder, check the tightness;
- Connect the mains cable to the power supply;
- Turn the mains switch 14 on the rear panel to the "ON" position;
- Set the welding mode TIG with button 4. The modes are switched in a circle;
- Set the current main parameter (the welding current) with button 1;
- If necessary, you can adjust additional functions of the welding process, see paragraph
6.1.

4.2 TIG-LIFT ARCIGNITION FUNCTION

Warning!!! It requires cleaning the piece at the arc ignition point.

This button function on the torch is the default in this model and is designed for
torches with contact arc ignition, without the use of oscillators or similar devices, but unlike
the classic method, it completely eliminates the shock current at the moment of ignition.
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This function greatly reduces the destruction and penetration of the non-consumable
tungsten electrode into the weld, which is a very negative phenomenon.

Warning! The valve on the torch must be opened independently before welding and
closed after the process is complete.

The way to use this function is to touch the electrode to the piece. You can hold the
electrode in this position indefinitely, and when the user considers it ready to start welding
(for example, when the protective mask is on the eyes and the place is well purged with
safety gas), it is just necessary to start SLOWLY raising the tip of the sharpened electrode
from the piece. The machine will detect this moment and will take it as a signal to start the
welding process, thereby it will begin to increase the welding current to the set value. The
higher the main operating current, the faster you need to raise the electrode, otherwise it
will melt. If you do not get it right away and, for example, the tungsten electrode sticks
when you try to raise it, you need to start all over again and at the next attempt to slightly
increase the rate of rising. If there was no attempt to ignite the electrode at all with a small
flash, then it is necessary to slightly decrease the lifting speed at the next approach. For
error-free ignition, you need some time to get used to it. We will consider the time of
smooth current rise [t.uP] up to the set value in the next paragraph.

4.3 WELDING CURRENT RAMP FUNCTION

This function, in addition to saving the electrode life and, to some extent, the torch
itself, is also necessary for easy use of the torch. It eliminates the formation of the initial
splashing of the weld pool, as well as for the set time of smooth current ramp [t.uP]. It is
possible to precisely point the torch to the desired welding spot, since the arc ignition point
in particularly critical products is not always at the welding spot, or even with this function
you can preheat the welding spot. The default setting is "OFF", which is disabled. To
change the value of any function in the current welding mode, see section 6.1.

4.4 PULSED CURRENT WELDING FUNCTION

This function is designed to facilitate the control of the welding process in spatial
positions other than bottom and in the welding of non-ferrous metals. The effect is
directed to the mixing of the molten weld metal and to the drip transfer into the weld pool,
and this in turn affects the stability of the weld formation and the welding process. In other
words, this process to some extent replaces the movements of the welder's hand, which is
especially important in hard-to-reach places. The shape and quality of the weld formation
depends on the correct setting, which reduces the likelihood of pores and reduces the
granularity of the structure, and this increases the strength of the weld.

To implement this function, three parameters must be set in the unit: pulsing power
[Po.P], pulsing frequency [Fr.P] and pulse/pause ratio (or "duty ratio") [dut]. By default, the
pulsing power as a key parameter is in "OFF" position, i.e. the function is disabled, and the
pulsing frequency and "duty ratio" are at the most common values of 10.0Hz and 50%
respectively. To enable the function, it is sufficient to set the pulsing power greater than
zero. This parameter is set as a percentage of the main welding current set.
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Example: when welding with a 2mm non-consumable tungsten electrode, the set
main welding current is 100A and the pulsing power is 30%, with a pulsing frequency of
10.0Hz and a default "duty ratio" of 50%.

Result: The current will pulse from 70A to 130A with a frequency of 10Hz. The pulses
will have the same shape in amplitude as in time.

The "duty ratio" parameter is set to 50% by default. If you change this value, it
introduces an asymmetry between the current pulse time and the current "pause" time:

By default
"duty ratio" 50% "duty ratio" 20% "duty ratio" 70%
LA LA LA|
50% | 50% I%l 80% I_I U 70% Iél |_

t,cex t,cex t,cex
The machine will calculate that while maintaining the set pulse difference, the
average welding current will be maintained at the main welding current of 100A (as set),
respectively the heat input to the weld will be the same as 100A, but the stability of the
welding process and the mixing of the weld pool will change. This is a very important
condition for the user to accurately estimate the amount of change in the weld pool's heat
input.
These parameters are set up differently in each situation, according to the
requirements of the welder. To change the value of any function in the current welding
mode, see section 6.1.

5. SEMI-AUTOMATIC WELDING (MIG/MAG)

~220V 1230V

‘M OIS ¢
OO XM ¢
Oz

(\_
=== g

Warning! Carbon dioxide "CO2" is used as safety gas when welding ferrous metals
in the simplest case, and when welding aluminum, only inert gases such as argon "Ar",
sometimes expensive helium "He", as an alternative for stainless and high-alloy steels
mixtures in different proportions "80%Ar+20%C0O2" are often used. The use of other gases
must be coordinated with the manufacturer of the equipment.

Warning! Since the machine uses a standard KZ-2 EURO type connector for the
torch, you can subsequently purchase a torch of your choice.
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Preparation for welding with solid wire:

- Plug the "ground" cable into the source B "-" socket;

- Connect the "ground" cable to the piece;

- Connect the power plug 13 of the wire feeder to the source A "+" socket;

- Connect and screw the semi-automatic welding torch to the socket 12 on the wire feeder
until it stops;

- Install the reducer on the gas cylinder with safety gas "CO2", "Ar+CO2" or "Ar";

- Connect the gas hose to the gas cylinder reducer and socket 16 on the rear panel of the
wire feeder;

- Open gas cylinder tap, check tightness;

- Connect power supply mains cable to the power supply;

- Turn the power switch 14 on the rear panel of the source to the "ON" position;

- Use button 6 to set the welding mode MIG/MAG. The modes are switched in a circle;

- If the digital wire feed speed display 8 does not come on, check fuse 15 (4A rating) on the
rear panel;

- Set the required welding voltage with the button 1;

- Set the wire coil of the required diameter;

- Lift up the beam on the pressure roller;

- Lead the loose end of the wire through the input channel into the welding torch;

- Lower and clamp the welding wire between the rollers. The tension of the rollers is written
on the plastic handle. If there is no experience, then initially set to the middle position
(about 3);

- Use buttons 7 to set the required wire feed speed;

- Use button 6 to feed the wire through the whole channel and adjust the final tension of
the rollers according to the recommendations for semi-automatic welding, paying
special attention to the tension of the coil brake. The coil must be MINIMALLY clamped
and easily rotated, but spontaneous unrolling must not be observed. WARNING: If the
coil brake mechanism is not assembled correctly, it may "self-tighten" when the coil
rotates, which after a short time will lead to complete blockage of the wire and disrupt
the welding process. So please double-check this point before the first filling of the wire;

- If necessary, it is possible to adjust additional welding process functions on the welding
source and wire feeder. See section 6.1.

Do not forget about the safety gas supply. To check its availability in the channel of
the torch, there is a button 10. When you press it, the wire is not fed. If you are a beginner
and have no experience in setting the optimal pressure for welding a particular product,
then at the first moment the gas pressure can be set higher than the optimal value of ~0.2
MPa. This will have little effect on the process, only the consumption of safety gas will
increase. However, to save money in the future, follow the general recommendations for
welding works with semi-automatic machines. Just start with the average wire feed speed
(~4.0 ... 6.0 m/min) and the average voltage at the source (~19V) at any diameter of the
installed wire (®0.6...12.2 mm). It may not be optimal, but the unit should already be
welding. To get the best result, you need to adjust the voltage of the source with buttons 1
and the wire feed speed with buttons 7 on the feeder according to the general
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recommendations on the welding process with semi-automatic machines. Remember,
these parameters are different for each case.

5.2 WELDING PROCESS CYCLE - MIG/MAG - 2T

D<

T
EPrELP Ednll EPa | We
& E E
© l I ) |
| N |
| 4 | |
l/ | |
| | | —
{ : I t,cek
|
LA| | lPapP | |
i duk ‘ o. Edn
| | | |
| ‘ | |
|PrEss = |
| | |
| T=FrP | |
[ |
| | l -
t,cex

To change the value of any function, see cl. 6.1.

5.1.2 BUTTON FUNCTION ON THE TORCH - 2T

It is used when welding short and medium length welds. The function is as follows:
when you press the button on the torch, the control signal goes to the control unit. The
function of pre-purging the welding zone with gas for time [t.Pr] is activated (gas valve
opens), then the signal to turn on the source and the wire feeder motor is sent. From that
moment, the welding process starts, at the same time the function of gradual entering the
welding mode for the time [t.uP], as well as additional functions can be executed (for
example, pulse mode, which we will consider in detail in the following paragraphs). All this
is done according to the welding process cycle given in the cyclogram of paragraph 5.1.
After releasing the button, the function of gradual decay of current and wire feed speed for
time [t.dn] is executed, then the source is turned off. Then the post-purging function of the
welding zone with gas is executed for the time [t.Po] (the gas valve is closed with a delay).
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5.2 WELDING PROCESS CYCLE - MIG/MAG - 4T
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To change the value of any function, see cl. 6.1.

5.2.2 BUTTON FUNCTION ON THE TORCH - 4T and alt. 4T

a) World standard button mode — 4T

b) Alternative button mode - alt. 4T

It is used when welding long welds. The function is as follows: when you first press
the button on the torch, the control signal goes to the control unit. The function of pre-
purging the welding area with gas (gas valve opens) is activated. After the first release of
the button, the signal to turn on the source and the wire feeder motor is sent. From that
moment, the welding process starts, at the same time the function of gradual entering the
welding mode for the time [t.uP], as well as additional functions can be executed (for
example, pulse mode, which we will consider in detail in the following paragraphs). All this
is done according to the welding process cycle given in the cyclogram of paragraph 5.2.
After the second pressing of the button on the torch, the function of gradual decay of
voltage and wire feeding speed for the time [t.dn] is executed, then the source is turned off.
After the second release of the button, the post-purging function of the welding zone is
activated for the time [t.Po] (the gas valve closes with a delay).

In the alternative button mode alt.4T, it skips the second cycle (the first button
release). This differs from the world standard 4T. To explain, the system does not wait for
the first release of the button on the torch, but immediately after the pre-purging function
of the welding zone with gas in time [t.Pr], it starts the arc ignition process. It is similar to
the 2T button mode. The welding process continues unchanged after the first release. This
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mode is provided by PATON as a bonus mode. Use it only by request, as it is more familiar
in terms of more frequent use of 2T mode customers in classic semi-automatic machines,
respectively is more intuitive.

5.3 INDUCTANCE FUNCTION

This feature is required to change the rate of current ramp up as the arc voltage
changes. The result is fewer spatters, but it affects the dripping process, resulting in a
slower welding process at high levels of inductance and a strong decrease in drip transfer
rate. By changing the value of this function, it is possible for each user to choose the
optimal welding process for him. Generally, the minimum values are used for welding
thicknesses over 3 mm and the maximum values for thinner pieces.

By default, the inductance is set to "OFF", i.e. set to zero steps. To change the value of
any function in the current welding mode, see section 6.1.

5.4 PRE-PURGE FUNCTION WITH SAFETY GAS

This function is necessary to protect the welding area from the harmful effects of
atmospheric air and is to pre-purge the welding area with safety gas before igniting the
welding arc. By default, the pre-purge time [t.Pr] is set to 0.1 sec, which can be changed at
any time at your discretion. To change the value of any function in the current welding
mode, see section 6.1. You can use the left source indicator and the right wire feeder
indicator.

5.5 POST-PURGE FUNCTION WITH SAFETY GAS

This function consists in subsequent purging of the welding zone with safety gas after
the arc goes out, because the red-hot weld pool is still exposed to the harmful effects of
atmospheric air for some time. By default, the post-purge time [t.Po] is set to 1.5 seconds,
which can be changed at any time at your discretion. To change the value of any function in
the current welding mode, see section 6.1. You can use the left source indicator and the
right wire feeder indicator.

5.6 VOLTAGE/SPEED RAMP FUNCTION AT THE START OF WELDING

This function is required for a smooth weld entry time [t.uP], which reduces splashing
of the weld pool and spattering when the wire is still cold at ignition. The extended soft-
entry time is used for the initial formation of the weld pool.

WARNING! The longer the ramp up time, the lower the initial weld penetration. That is
why it is only used for medium and long welds. For this reason, do not increase the time
more than 0.1 sec when tack welding, etc.

By default, the entry time is set to "OFF ", i.e. it is disabled. To change the value of any
function in the current welding mode, see section 6.1.

WARNING! When welding steel wire, the ramp up time [t.uP] at the source should be
either equal to or slightly less than the wire feeder. When welding aluminum wire, the ramp
up time [t.uP] at the source should be greater (+0.2...+0.5 seconds) than at the wire feeder.
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5.7 END-OF-WELDING VOLTAGE/SPEED DECAY FUNCTION

This function is designed for the smooth welding of a crater formed in the weld pool by
the electromagnetic arc, which is then a source of defects in the weld seam. The signal to
start the function is to release the button on the torch at the end of the welding process.
The torch must be stopped and the dimple (that is the crater) in the weld must be welded
with decreasing voltage.

By default, both are set to 0.1 sec, i.e. actually in off state. This value can be changed at
your own discretion, see section 6.1 for the procedure.

WARNING! When welding steel wire, the decay time [t.dn] at the source should be
either equal to or slightly greater than the wire feeder. When welding aluminum wire, the
decay time [t.dn] at the source should be less (-0.3...-0.7 sec.) than at the wire feeder.

5.8 PULSED VOLTAGE WELDING FUNCTION

This function is designed to facilitate the control of the welding process in spatial
positions other than bottom and in the welding of non-ferrous metals. The effect is
directed to the mixing of the molten weld metal and to the drip transfer into the weld pool,
and this in turn affects the stability of the weld formation and the welding process. In other
words, this process to some extent replaces the movements of the welder's hand, which is
especially important in hard-to-reach places. The shape and quality of the weld formation
depends on the correct setting, which reduces the likelihood of pores and reduces the
granularity of the structure, and this increases the strength of the weld.

To implement this function, three parameters must be set in the unit: pulsing power
[Po.P], pulsing frequency [Fr.P] and pulse/pause ratio (or "duty ratio") [dut]. By default, the
pulsing power as a key parameter is in "OFF" position, i.e. the function is disabled, and the
pulsing frequency and "duty ratio" are at the most common values of 20 Hz and 50%
respectively. To enable the function, it is sufficient to set the pulsing power greater than
zero. This parameter is set as a percentage of the main welding current set.

Example: When welding with 0.8 mm wire, with a wire feed speed set to 5.5 m/min,
main welding voltage set to 18V and pulsing power set to 20%, with a pulse frequency of 20
Hz and a "duty ratio" of 50% by default.

Result: The current will pulse from 14.4V to 21.6V with a frequency of 20 Hz. The pulses
will have the same shape in amplitude and time.

The "duty ratio" parameter is set to 50% by default. If you change this parameter from
50%, the asymmetry between the current pulse time and the current "pause" time is
entered:

By default
"duty ratio" 5o% "duty ratio" 20% "duty ratio" 70%
uyv AY CAY
50% | 50% [% 80% ﬂ |_| 0% |§| L

t,cex t,cex t,cex
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The machine will calculate that while maintaining the set pulse difference, the
average welding current will be maintained at the main welding current of 18V (as set),
respectively the heat input to the weld will be the same as 18V, but the stability of the
welding process, the mixing of the weld pool and weld penetration will change. This is a
very important condition for the user to accurately estimate the amount of change in weld
pool's heat input.

If the task is to reduce the heat input to the weld using pulse mode, e.g. when welding
thin metals, then it is necessary to reduce, in a standard way, the main source voltage,
while the pulse amplitude and pauses set earlier will automatically adjust to this voltage.
Therefore the user will clearly understand how much the current heat input to the weld is
reduced compared to the previous mode, while changing in any combination the pulse
power and "duty ratio" to obtain the desired process. This task is not simple, because
several parameters are regulated at once.

These parameters are set differently in each situation, according to the welder's
requirements. To change the value of any function in the current welding mode, see section
6.1.

5.9 MOTOR SWITCH-OFF FUNCTION

This optional feature to turn off motor operation may not be present in the wire
feeder menu, because when there is communication between the control units, the
machine itself decides whether to turn the motor on and off in a particular welding mode.
This parameter must be in the "ON" position for proper operation of the semi-automatic
machine.

6. SELECTING AND CONFIGURING MACHINE FUNCTIONS

If you do not press any buttons on the front panel, the machine displays the value of

the main parameter of the current welding mode on the digital display on the left side:
1) In the MMA mode — welding current;
2) In the TIG mode — welding current;
3) In the MIG/MAG mode — welding voltage.

During MIG/MAG welding, the left indicator shows the actual current value resulting
from the following factors: the wire diameter used, the voltage set at the source, the wire
feed speed set on the wire feeder, the gas used, the material and thickness of the piece
being welded, etc. The value is displayed for 8 seconds after welding is finished, so that the
welder can double-check it without assistance. And the digital display on the right side in
the same MIG/MAG mode shows the wire feed speed in m/min.

Button 3 on the front panel of the machine is used to select the source function in the
current welding mode, and button 11 is used to select the function of the feeder in
MIG/MAG mode. This will be discussed in paragraph 6.1.

Button 4 on the front panel of the machine is used to select the welding mode. This will
be discussed in paragraph 6.2.

Buttons 1 on the front panel of the source are used to change the current value on the
digital display on the left side.
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Buttons 7 on the front panel of the feeder are used to change the current value on the
digital display on the right side.

6.1 SWITCHING TO THE REQUIRED FUNCTION

If the unit has a tamper-proof function menu system, no change occurs on the digital
display when you press button 3 on the source, i.e. the button is locked. To unlock it, you
must hold it down for more than 3.5 seconds. When unlocked, the display shows the
opening locks indicating that the function menu has been unlocked. After successful
unlocking, pressing button 3 will display the current function name and its value on the
digital display.

Warning! After releasing button 3 in 2 seconds, the screen will switch back to the main
parameter of the current welding mode. While the display shows the current function, its
value can be changed up or down, using the buttons 1. Or by quickly pressing and releasing
button 3 you can switch to the next function in a circle.

Warning! If you hold down button 3 for more than 10 seconds, the display will show a
countdown 333...222...111... You must release the button before this time expires in order
not to reset all settings of this mode to the standard factory settings. This task will be
considered in paragraph 6..

Similarly, when button 11 is pressed, the digital display on the right shows the graphic
name of the current function of the wire feeder, and immediately after releasing it for 2
seconds, the current value of that function is shown. The buttons 7 can be used to change it
up or down.

If the menu is locked, as in the case of the function menu on the source, just hold down
this button for more than 3.5 seconds.

6.2 SWITCHING TO THE REQUIRED WELDING MODE
Press button 4 to select the desired welding mode. The modes are switched in a circle.
This can be seen on the display 2.

6.3 RESETTING ALL FUNCTIONS OF THE CURRENT WELDING MODE

There may be situations where the settings in the unit are somewhat confusing to the
user. In order to reset the settings to the factory default values, it is necessary to use the
same button 3, which is used to enter the function menu. To reset the settings, it is simply
enough to hold the button 3 for more than 10 seconds (do not pay attention to the locks
displayed). The display will start counting down 333...222...1121 and when "000" is reached,
all settings of the current welding mode will be reset to the factory settings. The
parameters for each welding mode are reset separately. This is done for convenience not to
reset the individual settings in the other two modes.

Similarly, you can reset the settings on the wire feeder with the button 11.

6.4 CHANGING THE PROGRAM NUMBER IN THE CURRENT WELDING MODE
Each MMA, TIG and MIG/MAG welding mode allows the user to store up to 16
different settings. The current setup number (program) is displayed in the upper right
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corner of the display on the front of the source. When the machine is first turned on, the
program is always No. 1 for each welding mode. All changes to the machine settings in a
given weld mode and the current program number are saved.

To switch to another program number and start setting again from the basic
parameters, it is necessary to press button 3 and if the function selection menu is locked,
then the display will show the current program number, which can be changed up or down
using buttons 1. If the function selection menu is not locked, for example: the user has just
before that changed the additional function parameters described in paragraph 6.1, it is
necessary to lock the function selection menu by holding down button 3 for more than 3.5
seconds, in the same way as when unlocking. The indicator will show the closing locks.
After this operation is over, the menu will be locked and now you can try to change the
program number again by using button 3. In this case, all the parameters of the previous
program will be saved and you can always return to it again.

7. GENERAL LIST AND SEQUENCE OF FUNCTIONS
MMA welding mode
0) Main displayable parameter CURRENT= goA (default)
a) 8 ... 160A (unit increment 1A) for StandardMIG-160
b) 10 ... 200A (unit increment 1A) for StandardMIG-200
€) 12 ... 250A (unit increment 1A) for StandardMIG-250
d) 12 ... 270A (unit increment 1A) for StandardMIG-270
e) 14 ... 350A (unit increment 1A) for StandardMIG-350
1) Hot Start power = 40% (default)
a) o[OFF] ... 200% (unit increment 5%)
2) Hot Start time = 0.3 sec (default)
a) 0.1... 1.0 sec (unit increment 0.1 sec)
3) Arc Force power = 40% (default)
a) o[OFF] ... 200% (unit increment 5%)
4) Arc Force triggering level = 12V (default)
a) 9 ... 18V (unit increment 1V)
5) Voltage response slope = 1.4V/A (default)
a) 0.2 ... 1.8V/A (unit increment 0.4V/A)
6) Short arc welding = OFF (default)
a) ON —enabled
b) OFF — disabled
7) Voltage reduction unit = OFF (default)
a) ON —enabled
b) OFF — disabled
8) Current pulsation power = OFF (default)
a) o[OFF] ... 80% (unit increment 5%)
g9) Current pulsation frequency = 5.0 Hz (default)
a) 0.2 ... 500 Hz (dynamic unit increment 0.1 Hz ... 1 Hz)
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10) The pulse/pause ratio (duty ratio) is the percentage of the larger current pulse to the
period of these pulses = 50% (default)
a) 20 ... 80% (unit increment 5%)
TIG welding mode
0) Main displayable parameter CURRENT = 100A (default)
a) 8 ... 160A (unit increment 1A) for StandardMIG-160
b) 10 ... 200A (unit increment 1A) for StandardMIG-200
) 12 ... 250A (unit increment 12A) for StandardMIG-250
d) 12 ... 270A (unit increment 1A) for StandardMIG-270
€) 14 ... 350A (unit increment 1A) for StandardMIG-350
1) Current ramp up time = OFF (default)
a) o[OFF]...15.0 sec (unit increment 0.1 sec)
2) Current pulsation power = OFF (default)
a) o[OFF] ... 80% (unit increment 5%)
3) Current pulsation frequency = 10.0 Hz (default)
a) 0.2 ... 500.0 Hz (dynamic unitincrement 0.1 Hz ... 1 Hz)
4) The pulse/pause ratio (duty ratio) is the percentage of the larger current pulse to the
period of these pulses = 50% (default)
a) 20 ... 80% (unit increment 5%)

MIG/MAG welding mode
On the left source display:
0) Main displayable parameter VOLTAGE = 19.0 V (default)
a)12.0 ... 24,0V (unit increment o0,1V) for StandardMIG-160
b) 12.0... 26,0V (unit increment 0,1V) for StandardMIG-200
€) 12.0... 28,0V (unit increment o,1V) for StandardMIG-250
d) 12.0... 29,0V (unit increment o0,1V) for StandardMIG-270
€)12.0 ... 30,0V (unit increment o,1V) for StandardMIG-350
1) Torch button mode = [2T] (default)
a) [2T] - button mode on the 2T torch
b) [4T] - standard button mode on 4T torch
¢) [alt.4T] — alternative button mode on 4T torch
2) Inductance = OFF (default)
a) o [OFF] ... 3 steps (unit increment 1 step)
3) Pre-purge time with safety gas = 0.1 sec (default)
a) 0.1... 25.0 sec (unit increment 0.1 sec)
4) Post-purge time with safety gas = 0.1 sec (default)
a) 0.1... 25.0 sec (unit increment 0.1 sec)
5) Voltage ramp up time = OFF (default)
a) o [OFF] ... 5.0 sec (unit increment 0.1 sec)
6) Voltage decay time = 0.1 sec (default)
Q) 0.1... 5.0 sec (unitincrement 0.1 sec)
7) Voltage pulsation power = OFF (default)
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a) o[OFF] ... 80% (unit increment 5%)
8) Voltage pulsation frequency = 20 Hz (default)

a) 5 ... 500 Hz (unit increment 1 Hz)
9) The pulse/pause ratio (duty ratio) is the percentage of the larger current pulse to the
period of these pulses = 0% (default)

a) 20 ... 80% (unit increment 5%)

On the right wire feeder display:
0) Main displayable parameter Rate feed = 7.0 m/min (default)
a) 2.0 ... 16.0 m/min (unit increment 0.2 m/min)
1) Torch button mode = [2T] (default)
a) [2T] - button mode on the 2T torch
b) [4T] - standard button mode on 4T torch
¢) [alt.4T] — alternative button mode on 4T torch
2) Wire feed motor on/off = ON (default)
a) ON —enabled
b) OFF — disabled
3) Pre-purge time with safety gas = 0.1 sec (default)
a) 0.1... 25.0 sec (unit increment 0.1 sec)
4) Post-purge time with safety gas = 0.1 sec (default)
a) 0.1... 25.0 sec (unit increment 0.1 sec)
5) Wire feeder ramp up speed = 0.1 sec (default)
a) o [OFF] ... 5.0 sec (unit increment 0.1 sec)
6) Wire feeder decay speed = OFF (default)
a) o [OFF] ... 5.0 sec (unit increment 0.1 sec)

8. GENERATOR OPERATION MODE
The power supply is suitable for operation on a generator under the following conditions:

Wh\e,\ll':tvr\]/c;;klng Set current value When working with a wire Generator
for MMA and TIG diameter at MIG/MAG minimum power
electrode
a2 Max. 80A Max. Z0.6 mm 3.0 kVA
a3 Max. 120A Max. @0.8 mm 4.5 kVA
a4 Max. 160A 6.0 kVA
Max. d1.0 mm
ds fusible Max. 200A 7.7 kVA
s Max. 250A 10.0 kVA
Max. d1.2 mm
76 fusible Max. 270A 12.0 kVA
6 Up to 350A Max. 1.4 mm 16.0 kVA
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For trouble-free operation! The output phase-to-phase voltage of the generator must be
within the permissible limits:

- 160-260V (for StandardMIG-160/200/250);

- 320-440V for all three phases (for StandardMIG-270/350).

9. SERVICE AND MAINTENANCE
Warning! Before opening the machine, switch it off and disconnect the mains plug.

Allow the internal circuits of the machine to discharge (approx. 5 min.) before proceeding.

Place a sign prohibiting switching on when leaving.

To keep the machine in good working condition for many years, several rules must be
observed:

- Perform safety inspections at specified intervals (see Section "Safety Instructions");

- In the case of intensive use, we recommend blowing out the machine with dry
compressed air once every six months. Warning! Blowing from a too-short distance can
damage the electronic components;

- If there is a large accumulation of dust, clean the cooling ducts manually.

10. STORAGE REGULATIONS

Preserved and packed source should be kept in storage conditions 4 of State Standard
15150-69 for 5 years.

Unpacked source should be stored in a dry closed room at air temperature not lower
than +5 °C. There should be no vapors of acids and other active substances on the
premises.

11. TRANSPORTATION
Packed source can be transported by all means ensuring its safety in compliance with
the rules of transportation established for the relevant type of transport.

12. SCOPE OF DELIVERY

8. Welding arc power source with mains cable —1pg;
9. Cable with ABICOR BINZEL electrode holder 3m -1pg;
10. ABICOR BINZEL semi-automatic torch —1p¢;
11. ABICOR BINZEL welding cable with ground terminal 3m -1pg;
12. Pneumatic quick-release connector —-1pg
13. Operation manual —1pc.
14. PATON branded corrugated box —1pg;
For StandardMIG-160/200/250 models:
- Rollers for solid wire (0.6-0.8; 1.0-1.2) —2set;
For StandardMIG-270-400V models:
- Rollers for solid wire (0.6-0.8; 1.0-1.2) —2set;
- Transport wheel set -1pg

For StandardMIG-350-400V models:
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- Rollers for solid wire (0.8-1.0; 1.2-1.6) —2set;
- Rollers for aluminum wire (0.8-1.0) —15set;
- Transport wheel set —1pc.

13. SAFETY INSTRUCTIONS
GENERAL PROVISIONS

The welding machine is manufactured following technical standards and established
safety regulations. Nevertheless, if handled improperly, there is a risk of:

- Injury to operating personnel or a third party;

- Damage to the machine or material assets in the workplace;

- Disruption of an efficient work process.

All persons involved in the commissioning, operating, maintenance and servicing of
the machine must:

- Take appropriate certification;

- Possess knowledge of welding;

- Adhere strictly to these instructions.

Faults that could impair safety must be eliminated immediately.

USER OBLIGATIONS

The user is obliged to allow only those persons to work on the machine who:

- Are familiar with the basic safety instructions and have been trained in the use of the
welding equipment;

- Have read the "Safety instructions" section and the safety precautions in this manual
and confirm this with their signature.

PERSONAL PROTECTIVE EQUIPMENT
Observe the following rules for personal protection:
- Wear sturdy shoes that retain their insulating properties, including in wet conditions;
- Protect your hands with insulating gloves;
- Protect your eyes with a protective mask with a UV filter that meets safety
standards;
- Use appropriate inflammable clothing.

HAZARD OF HARMFUL GASES AND VAPORS
- Remove any smoke and harmful gases from the workspace using special means;
- Ensure an adequate supply of fresh air;
- Solvent vapors must not enter the radiation zone of the welding arc.

SPARKING HAZARD

- Flammable objects must be removed from the workspace;

- Welding work is not allowed on containers storing or having stored gases, fuels,
petroleum products. There may be a risk of explosion of residues of these products;

PATON StandardMIG DC MMA/TIG/MIG/MAG -96 -



| [PATON

- Special rules according to national and international regulations must be observed in
fire and explosion hazardous area.

HAZARD OF MAINS AND WELDING CURRENTS

- Electrical shock can be fatal;

- Magnetic fields generated by high currents can have a negative effect on the function
of electrical devices (e.g. pacemakers). Persons wearing such devices should consult a
physician before approaching the welding site;

- Welding cable must be strong, undamaged and insulated. Loose connections and
damaged cables must be replaced immediately. All mains and welding machine cables
should be checked regularly for correct insulation by an electrician;

- The outer cover of the machine must not be removed during operation.

INFORMAL SAFETY PRECAUTIONS

- Keep the manual close to the place of use of the welding machine at all times;

- In addition to the instructions, comply with the general and local safety and
environmental regulations in force;

- Keep all the instructions on the welding machine in a legible condition.

STRAY WELDING CURRENTS

- Make sure that the ground cable is firmly connected to the piece;

- If possible, do not place the welding machine directly on the conductive surface of the
floor or work table. Use insulating pads.

COMMON PRECAUTIONS

Check the machine at least once a week for external damage and operation of the
safety devices.
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14. WARRANTY OBLIGATIONS

PATON INTERNATIONAL warrants that the source will operate properly if the user
follows the operating, storage and transportation conditions.

WARNING! There is no free warranty service if the welding machine is
mechanically damaged!

StandardMIG-160
StandardMIG-200 5 years
StandardMIG-250

StandardMIG-270-400V
StandardMIG-350-400V

3 years

The main warranty period is calculated from the date of sale of the inverter
equipment to the end customer.

During the main warranty period, the seller undertakes, at no charge to the owner
of the PATON inverter equipment:

- To make a diagnostic and identify the cause of the breakdown,

- To provide the units and elements necessary for repair,

- To replace defective components and units,

- To test the repaired equipment.

The main warranty does not cover the equipment:

- With mechanical damage that affects the performance of the equipment (deformation of
the housing and parts as a result of falling from a height or falling of heavy objects on the
equipment, falling out of the buttons and connectors),

- With traces of corrosion, which caused the defective condition,

- Failed due to exposure of its power and electronic components to excessive moisture,

- Failed due to accumulation of conductive dust inside (coal dust, metal chips, etc.),

- In the case of an unauthorized attempt to repair its components and/or replace the
electronic elements,

- Depending on the operating conditions, it is recommended to remove the protective
cover and clean the internal elements and units with compressed air once every six
months to avoid the failure of the device. Cleaning should be carried out carefully,
keeping the compressor hose at a sufficient distance to avoid damaging the soldered
electronic components and mechanical parts.

The main warranty also does not cover damaged external parts of the equipment
that are subject to physical contact and accessories/consumables, which must be claimed
within two weeks of the date of sale:

- On and off button,

- Welding parameter control knob,

- Cable and hose connectors,

- Control connectors,
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- Power cord and power cord plug,
- Carrying handle, shoulder strap, case, box,
- Electrode holder, ground clamp, torch, welding cables and hoses.

The seller reserves the right to refuse to provide warranty repairs, or set the month
and year of manufacture of the device (determined by the serial number) as the date of the
warranty obligations beginning:

- In case of loss of the certificate by the owner,

- In the absence of correct or any filling of the certificate by the seller when selling the
machine,

- The warranty period is extended for the period of warranty service in the service center.
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